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MOUNTING BEAM FABRICATION - 
78635 


General 


These instructions apply to mounting beams 78635-01 (forward) for AS350/AS355 cargo baskets. Refer to the 
following drawings, at the current revision, for dimensions and détails: 


78635 - 
Forward Beam 


WorkOrder: 
^ 
" 
lô^ 
Batch Quantitv:--^/7'7.2 
Complété 
(5 max, use additional sheets for more) 
(initial or SCA #) 
Date Open: 
\ln . 
#1 
#2 
#3 
#4 
#5 
^ 
t>0 
t>0 
vo 
-.3,0^ 73^^ 73-04 73.04 73-04 
1. Beam Fabrication - 
1x2 tubes 
Çfl 
0^ 
(fl 
rf). 
(fl 


a. Cut 1X 2 X 0.065 material as indicated on drawings. 


i. 78634-02-24.25" 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder. De-burr inside with de-burring tool. 
d. Remove writing on tubes with acetone. 


e. Tag in-progress parts and place on in-progress shelf in machine shop for CNC machining of 
keyways, slots, and bushing holes. 
Kl 
T3-0A 73-04 73-04 
2. CNC Machining 
^ (fl 
m 
02 


a. Run CNC programs to machine slots and holes in 78635-02 tubes. 


b. Run CNC programs to machine blanks for upper guides. 


c. De-burr slots and holes. 
d. Tag in-progress parts and place on in-progress shelf in welding shop for welding. 


ù/s 
AO 
AO 
^3-04 ^3^04 
02^ 
3. Beam Fabrication - Components 
O2 
O2 
^ 
Note: Some components are used for many différent beams and are made in batches on separate 
component work orders. Check stock before making components. 


a. Shear caps from 0.025" sheet: 78634-04. 


b. Cut 78634-03/78634-11/78634-12 pads from 1x1/8 stock. 


c. Cut and turn 69830-11 guide tubes from % 
x 0.065 tube. 


d. Cut 69830-07 blocks. 
e. Record component POs / WOs on attached material list and place on in-progress shelf in 
welding shop. 
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MOUNTING BEAM FABRICATION -78634-01 
Complété 


(initial or SCA#) 
#1 
#2 
#3 
#4 
#5. 
' 
m 
4. Beam Weldmg 
\ 
Ow 
^ 


a. TIG weld 78634-04 pad, 3 places; 78634-11 pad, 1 place; and 78634-12 pad, 1 place, into 


78634-02 tube. 


i. Clamp two beams back to back with 1/8" spacer in middie to pre-stress beams prier te 


welding. 


b. Record component and welding rod POs / WOs on attached material list. 
c. Tag in-progress parts and place on in-progress shelf in vj^ing shop for straightening. 


73-04 
a 
; ~ 
fp^ 
70 
73-04 73-04 773.04 
5. Beam Straightening 
^ ___4Q 
ZO 
7 /fi 
Welding on one side of the beam causes the beam to curve. Beams must be straight prier to ' 
I 
machining slots. 


a. Set beam on blocks as far apart as possible on hydraulic press. 


b. Use a 2" block to distribute press loads. 


c. Gradually work up to pressure required to make beam straight, usually about 800 psi is 


required. The same pressure generally works for beams from the same batch. 


d. Check for straight with a straight edge on back of tube. 


e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


f. Tag in-progress parts and place on in-progress shelf in CNC shop for machining. 
AO 
Aû 
4/) , 7/^ 
73-04 73-04 7^? ^3-04 
6. CNC Machining 
02 
02 
^2 
^ 


a. Run CNC programs to machine keyways and slots in 78634-02 tubes with pads welded in place, 


after straightening. 


b. De-burr keyways and slots. 


c. Tag in-progress parts and place on in-progress shelf in welding shop for welding. 
Ar^ 
Aô Aô 
yiO 


7. Beam Welding 
O5 
. OS 
I ^ 


a. TIG weld 69830-11 guide tubes into 78634-02 tubes using ER308L rod, two places per down 
tube. Use jig to align guide tube to keyway and hole. Grind rosette welds flush. 


b. TIG weld 78633-04 bushings into 78634-02 tube using ER308L rod, four places per tube, both 


sides. 
c. TIG weld 69830-11 block to 78634-02 tube over 3'^'' keyway (see drawing) using ER308L rod. 


d. TIG weld 78634-04 cap to 78634-02 tube. Ensure 0.25" gap between cap and pad for basket 


fitting to enter top keyway. 
e. Record component and welding rod POs / WOs on attached material list. 


f. Tag in-progress parts and place on in-progress shelf in welding shop for straightening. 
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MOUNTING BEAM FABRICATION -78634-01 
Complété 


(initial or SCA#) 
#2 
#3 
#4 
#5 
^ 
PÙ 
Pù 
73-04 73.04 73-04 73-04 
8. Beam Finishing 
___IP 
70 
70 
70 
Welding on one side of the beam causes the beam to curve. Beams must be straight prior to 
powder coating. 


a. Set beam on blocks on hydraulic press. Straightening in sections may be required depending on 


severity of curve. 


b. Use a 2" block to distribute press loads. 


c. Gradually work up to pressure required to make beam straight, usually about 800 psi is 


required. The same pressure generally works for beams from the same batch. 


d. Check for straight with a straight edge on back of tube. 
e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


f. 
Drill out bushings to F (0.257"), four places per beam, on drill press. 


g. Break sharp edges on stops and flatten bushing locations using sanding dise on die-grinder. 


h. Tag in-progress parts and place on in-progress shelf in welding shop for inspection. 


PO 
73-04 
9. Final Inspection 
!Z 
^ 
To be completed by a différent person than the previous steps. 


a. Inspect beams 78633-01 and 78634-01 for conformity to drawings. 


b. Tag in-progress parts ready for powder coating. 


PO 
73-04 
02 


10. Powder Coating 
a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 


d. Tag in-progress parts ready for final assembly. 
K) 
N) 
^ Aû 


11. Final Assembly 
^ ^ Q? 
CiJ 
0^ 
To be completed after powder coating. 


a. Clear powder coat from stop pin hole(s) with 5/16 (#4) centre drill. 


b. For 776 (short), 764 (médium) or 784 (long) basket installation: Install #10-32 x 3" countersunk 
screw, 69830-21 stop, and 69830-23 spring into UPPER guide with 69830-22 knob and 
MS21044C3 nut. Check for fonction. 


c. For 940 (extra large) basket installation: Install #10-32 x 3" countersunk screw, 69830-21 stop, 
and 69830-23 spring into LOWER guide with 69830-22 knob and MS21044C3 nut. Check for 


fonction. 
d. If maintenance step is to be installed: Install stops above into BOTFI guides per b and c. 


e. Adhéré P/N placard to back surface of beam. 


f. Green tag complété beam assembly and place into stock. 
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sheets for more) 
(initial or SCA #) 


#2 
#3 
#4 
#5 
H) 
K> 
K) 
PO 
73-04 
73-04 
73-04 73-04 
02 
02 
02 
02 


MOUNTING BEAM FABRICATION - 
78635 


General 


These instructions appiy to mounting beams 78635-01 (forward) for AS350/AS355 cargo baskets. Refer to the 
following drawings, at the carrent revision, for dimensions and détails: 


78635 - 
Forward Beam 


WorkOrder: 
Batch Quantitv:""3^?^ 
Complété 
(5 max, use additional 
Date Open: 
[(? 
^11 


#1 


73-0^ 
1. Beam Fabrication - 
1x2 tubes 
(fl 


a. Cut 1X 2 X 0.065 material as indicated on drawings. 


i. 78634-02-24.25" 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder. De-burr inside with de-burring tool. 


d. Remove writing on tubes with acetone. 
e. Tag in-progress parts and place on in-progress shelf in machine shop for CMC machining of 
keyways, slots, and bushing holes. 
I>0 
K> 
^0 
M) 
AO 
73-04 7:^04 73.Q^ 73-04 73.0^ 
2. CNC Machining 
02 
pj 
02 
O9 


a. Run CNC programs to machine slots and holes in 78635-02 tubes. 


b. Run CNC programs to machine blanks for upper guides. 


c. De-burr slots and holes. 
d. Tag in-progress parts and place on in-progress shelf in welding shop for welding. 
^ 
73-04 ^ 7:^4 
73-04 
02 
73-04 
73-04 
3. Beam Fabrication-Components 
(Yî. 
02 
(Y) 
Note: Some components are used for many différent beams and are made in batches on separate 
component work orders. Check stock before making components. 


a. Shear caps from 0.025" sheet: 78634-04. 


b. Cut 78634-03/78634-11/78634-12 pads from 1x1/8 stock. 


c. Cut and turn 69830-11 guide tubes from % 
x 0.065 tube. 


d. Cut 69830-07 blocks. 
e. Record component POs / WOs on attached material list and place on in-progress shelf in 
welding shop. 
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MOUNTING BEAM FABRICATION -78634-01 
Complété 


(initial orSCA #) 


#1 
#2 
#3 
#4 
#5 
Aô 
AO 
^4 ^^4 ^^4 
4. BeamWelding 
^ 
^ 


a. TIG weld 78634-04 pad, 3 places; 78634-11 pad, 1 place; and 78634-12 pad, 1 place, into 


78634-02 tube. 


i. Clamp two beams back to back with 1/8" spacer in middie to pre-stress beams prier te 


welding. 


b. Record component and welding rod POs / WOs on attached material list. 


c. Tag in-progress parts and place on in-progress shelf in welding shop for straightening. 
^ 
K) 
Pù 
PO 
73-04 7 j-04 7 
7^-04 
73-04 
5. Beam Straightening 
*0 
_10 
_l£i 
Zû_ 
Welding on one side ofthe beam causes the beam to curve. Beams must be straight prier to 
machining slots. 


a. Set beam on blocks as far apart as possible on hydraulic press. 


b. Use a 2" block to distribute press loads. 


c. Gradually work up to pressure required to make beam straight, usually about 800 psi is 
required. The same pressure generally works for beams from the same batch. 


d. Check for straight with a straight edge on back of tube. 
e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


f. Tag in-progress parts and place on in-progress shelf in CNC shop for machining. 
^ 
K) 
I ^ K) 
«5 
73.04 T3-04 
7:^ 
7^f_, 
6. CNC Machining 
çfi 
02 
02 
^ 
a. Run CNC programs to machine keyways and slots in 78634-02 tubes with pads welded in place, 


after straightening. 


b. De-burr keyways and slots. 


c. Tag in-progress parts and place on in-progress shelf in welding shop for welding. 
AO 
AO 


7. Beam Welding 


a. TIG weld 69830-11 guide tubes into 78634-02 tubes using ER308L rod, two places per down 
tube. Use jig to align guide tube to keyway and hole. Grind rosette welds flush. 
b. TIG weld 78633-04 bushings into 78634-02 tube using ER308L rod, four places per tube, both 


sides. 
c. TIG weld 69830-11 block to 78634-02 tube over 3^'' keyway (see drawing) using ER308L rod. 
d. TIG weld 78634-04 cap to 78634-02 tube. Ensure 0.25" gap between cap and pad for basket 


fitting to enter top keyway. 


e. Record component and welding rod POs / WOs on attached material list. 


f. Tag in-progress parts and place on in-progress shelf in welding shop for straightening. 
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MOUNTING BEAM FABRICATION -78634-01 
Complété 


(initial or SCA tf) 
#1 
#2 
#3 
#4 
#5 


frO 
PO 
K) 
K) 
73-04 73-04 
73-04 73-04 
8. Beam Finishing 
^0 
70 
^0 
70 
Weldingon one side ofthe beam causes the beam to curve. Beams must be straight prier to 
powder coating. 


a. Set beam on blocks on hydraulic press. Straightening in sections may be required depending on 


severity of curve. 


b. Use a 2" biock to distribute press loads. 


c. Gradually work up to pressure required to make beam straight, usually about 800 psi is 
required. The same pressure generaily works for beams from the same batch. 


d. Check for straight with a straight edge on back of tube. 


e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


f. 
Drili out bushings to F (0.257"), four places per beam, on drill press. 


g. Break sharp edges on stops and flatten bushing locations using sanding dise on die-grinder. 


h. Tag in-progress parts and place on in-progress shelf in welding shop for inspection. 
^ 
wr K) 
Aû 
W) 


73-04 
73-04 73-04 73-04 73-q^ 
9. Final Inspection 
qo 
QZ 
02 
02 
02 
To be completed by a différent person than the previous steps. 
a. Inspect beams 78633-01 and 78634-01 for conformity to drawings. 
b. Tag in-progress parts ready for powder coating. 
AO 
AÛ 
AO ^ 
73-04 73-04 
73-04 7^04 
10. Powder Coating 
^ (y^ 
02 
^4 


a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 


d. Tag in-progress parts ready for final assembly. 


• 
AO AO 
AÛ 
7^04 73-04 73-04 73-04 
73-04 
11. Final Assembly 
02 
^ O2 
02 
To be completed after powder coating. 


a. Clear powder coat from stop pin hole(s) with 5/16 (#4) centre drill. 


b. For 776 (short), 764 (médium) or 784 (long) basket installation: Install #10-32 x 3" countersunk 
screw, 69830-21 stop, and 69830-23 spring into UPPER guide with 69830-22 knob and 
MS21044C3 nut. Check for function. 


c. For 940 (extra large) basket installation: Install #10-32 x 3" countersunk screw, 69830-21 stop, 
and 69830-23 spring into LOWER guide with 69830-22 knob and MS21044C3 nut. Check for 


function. 
d. If maintenance step is to be installed: Install stops above into BOTH guides per b and c. 
e. Adhéré P/N placard to back surface of beam. 


f. Green tag complété beam assembly and place into stock. 
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/(-fr 
MOUNTING BEAM FABRICATION - 78635 
(jh-p({<^ ^ 
• 


General 


These instructions apply to mounting beams 78635-01 (forward) for AS350/AS355 cargo baskets. Refer to the 


following drawings, at the current revision, for dimensions and détails; 


78635 - 
Forward Beam 


Work Order: ^0\ 
"7 - / 03 
Batch Quantity: 
^ 
Complété 
(5 max, use additional sheets for more) 
(initial or SCA #) 
Date Open: 
9o(~7 
#1 
#2 
#3 
#4 
#5 
K> 
ND 
AO 
AO 
73-04 73-04 73-04 ^3-04 
^^ 
4 
1. Beam Fabrication - 
1x2 tubes 
Cfl 
nq 
ng 
Ù} 
^ 


a. Cut 1X 2 X 0.065 material as indicated on drawings. 


i. 78634-02-24.25" 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder. De-burr inside with de-burring tool. 


d. Remove writing on tubes with acetone. 


e. Tag in-progress parts and place on in-progress shelf in machine shop for CMC machining of 
keyways, slots, and bushing holes. 
K> 
H) 
Aô 
73-04 
^3-04 ^^-04 ^^-04 ^^-04 
2. CNC Machining 
^ 
02 
02 
02 
O2 


a. Run CNC programs to machine slots and holes in 78635-02 tubes. 


b. Run CNC programs to machine blanks for upper guides. 


c. De-burr slots and holes. 


d. Tag in-progress parts and place on in-progress shelf in welding shop for welding. 


3. Beam Fabrication-Components 
çfi, 
(fl 
Note: Some components are used for many différent beams and are made in batches on separate 
component work orders. Check stock before making components. 


a. Shear caps from 0.025" sheet: 78634-04. 


b. Cut 78634-03/78634-11/78634-12 pads from 1x1/8 stock. 


c. Cut and turn 69830-11 guide tubes from % 
x 0.065 tube. 


d. Cut 69830-07 blocks. 


e. Record component POs / WOs on attached material list and place on in-progress shelf in 
welding shop. 
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MOUNTING BEAM FABRICATION -78634-01 
Complété 


(initial orSCA#) 
#1 
#2 
#3 
#4 
#5 
>Aô 
A 
AC 


4. Beam Welding 
^5 
OFï 
05 
^5 
5 
a. TIG weld 78634-04 pad, 3 places; 78634-11 pad, 1 place; and 78634-12 paâ*, 1 place, into 


78634-02 tube. 


i. Clamp two beams back to back with 1/8" spacer in middie to pre-stress beams prier to 
welding. 


b. Record component and welding rod POs / WOs on attached material list. 


c. Tag in-progress parts and place on in-progress shelf in welding shop for straightening. 


73-04 73-04 
73-04 
5. Beam Straightening 
m 
/Q 
ZÛ 
'jL 
Welding on one side of the beam causes the beam to curve. Beams must be straight prior to 
machining siots. 


a. Set beam on blocks as far apart as possible on hydraulic press. 


b. Use a 2" block to distribute press loads. 


c. Gradually work up to pressure required to make beam straight, usually about 800 psi is 
required. The same pressure generally works for beams from the same batch. 
d. Check for straight with a straight edge on back of tube. 
e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


f. Tag in-progress parts and place on in-progress shelf in CMC shop for machining. 
>0 
fO 
A/^ 
Aô 
73-04 
73-04 73.Q 
6. CNC Machining 
07. 
07 
^ 
a. Run CNC programs to machine keyways and slots in 78634-02 tubes with pads weloed in place, 


after straightening. 


b. De-burr keyways and slots. 


c. Tag in-progress parts and place on in-progress shelf in welding shop for welding. 
AO 
..'W 
Aû 
,^0 
7^04 ^ à""' 0^''' 
7. Beam Welding 
^ 
^ 1 


a. TIG weld 69830-11 guide tubes into 78634-02 tubes using ER308L rod, two places per down 
tube. Use jig to align guide tube to keyway and hole. Ghnd rosette welds flush. 


b. TIG weld 78633-04 bushings into 78634-02 tube using ER308L rod, four places per tube, both 


sides. 
c. TIG weld 69830-11 block to 78634-02 tube over 3^^* keyway (see drawing) using ER308L rod. 
d. TIG weld 78634-04 cap to 78634-02 tube. Ensure 0.25" gap between cap and pad for basket 


fitting to enter top keyway. 


e. Record component and welding rod POs / WOs on attached material list. 


f. Tag in-progress parts and place on in-progress shelf in welding shop for straightening. 
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#1 
#2 
#3 
#4 
K) 
K) 
H) 
73-04 
73-04 
73-04 
73-04 
70 
70 
70 
70 


MOUNTING BEAM FABRICATION -78634-01 
Complété 


(initial or SCA #) 
#5 
K) 
73-04 


8. Beam Finishing 
^0 
70 
70 
70 
Welding on one side of the beam causes the beam to curve. Beams must be straight prier to 
powder coating. 


a. Set beam on blocks on hydraulic press. Straightening in sections may be required depending on 


severity of curve. 


b. Use a 2" block to distribute press loads. 


c. Gradually work up to pressure required to make beam straight, usually about 800 psi is 
required. The same pressure generally works for beams from the same batch. 
d. Check for straight with a straight edge on back of tube. 
e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


f. 
Drill out bushings to F (0.257"), four places per beam, on drill press. 


g. Break sharp edges on stops and flatten bushing locations using sanding dise on die-grinder. 


h. Tag in-progress parts and place on in-progress shelf in welding shop for inspection. 
AO 
Aô 
7^9 '3-04 '3-04 73-04 
Final Inspection 
, ^ 
02 
03 
02 
To be completed by a différent person than the previous steps. 


a. Inspect beams 78633-01 and 78634-01 for conformity to drawings. 
b. Tag in-progress parts ready for powder coating. 
AO 
A: 
' ^i04 ^^04 ^04 
- ^"^04 
'3-, 
10. Powder Coating 
02 
02 
^ 
^ 
02 


a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 


d. Tag in-progress parts ready for final assembly. 
N3 __AO 
W) 
AÛ 
7^04 '3-04 
'M4 73-04 
11. Final Assembly 
m. 32 
32 
32 
02 
To be completed after powder coating. 


a. Clear powder coat from stop pin hole(s) with 5/16 (#4) centre drill. 


b. For 776 (short), 764 (médium) or 784 (long) basket installation; Instali #10-32 x 3" countersunk 
screw, 69830-21 stop, and 69830-23 spring into UPPER guide with 69830-22 knob and 


MS21044C3 nut. Check for function. 


c. For 940 (extra large) basket installation: Instali #10-32 x 3" countersunk screw, 69830-21 stop, 
and 69830-23 spring into LOWER guide with 69830-22 knob and MS21044C3 nut. Check for 


function. 
d. If maintenance step is to be installed: Instali stops above into BOTH guides per b and c. 
e. Adhéré P/N placard to back surface of beam. 


f. Green tag complété beam assembly and place into stock. 
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{io-0^ 
MOUNTING BEAM FABRICATION - 
78635 
, ^ 


General 


These instructions apply to mounting beams 78635-01 (forward) for AS350/AS355 cargo baskets. Refer to the 
following drawings, at the current revision, for dimensions and détails: 


78635 - 
Forward Beam 


WorkOrder: 
I*7-^/Q^P- 
Batch Quantitv: 
Complété 
(5 max, use additional sheets for more) 
(initial or SCA #) 
Date Open: 
l(n 
%n 
#1 
#2 
#3 
H) 
^ 
K) 
7... 
73-04 73.04 ^^04 
1. Beam Fabrication - 
1x2 tubes 
02 
q2_ 


#4 
#5 
AO 
73-04 
73~04 
on 
02 


a. Cut 1X 2 X 0.065 material as indicated on drawings. 


i. 78634-02-24.25" 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder. De-burr inside with de-burring tool 
d. Remove writing on tubes with acetone. 


e. Tag in-progress parts and place on in-progress shelf in machine shop for CNC machining of 
keyways, slots, and bushing holes. 
^ 
PO 
PO ^ 


2. CNC Machining 


73-04 ^3-04 
^3-04 
^3-o^ 
02 
02 
02 ^4 02^ 


a. Run CNC programs to machine slots and holes in 78635-02 tubes. 


b. Run CNC programs to machine blanks for upper guides. 


c. De-burr slots and holes. 
d. Tag in-progress parts and place on in-progress shelf in welding shop for welding. 


3. Beam Fabrication - 
Components 


pO 
K5 
K) 
N) 
73-04 73-04 73-04 73.04 73.94 
Ofl 
Ofl 
01 
(fi 
(fi 


Note: Some components are used for many différent beams and are made in batches on separate 
component work orders. Check stock before making components. 


a. Shear caps from 0.025" sheet: 78634-04. 


b. Cut 78634-03/78634-11/78634-12 pads from 1x1/8 stock. 


c. Cut and turn 69830-11 guide tubes from % 
x 0.065 tube. 


d. Cut 69830-07 blocks. 


e. Record component POs / WOs on attached material list and place on in-progress shelf in 
welding shop. 
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MOUNTING BEAM FABRICATION -78634-01 
Complété 


(initial orSCA#) 


#1 
#2 
#3 
#4 
#5 
^ 
Aô 
AO 
, 
Aô 
^3-04 
^3-o<f 
3>(7^ 
4. BeamWelding 
/I5 
ips 
^>5 
^5 


a. TIG weld 78634-04 pad, 3 places; 78634-11 pad, 1 place; and 78634-12 pad, 1 place, into 


78634-02 tube. 


i. Clamp two beams back to back with 1/8" spacer in middie to pre-stress beams prier to 


welding. 


b. Record component and welding rod POs / WOs on attached material list. 


c. Tag in-progress parts and place on in-progress shelf in welding shop for straightening. 
K) 
K? 
ro 
PC 
AO 
73-04 
73-^ ^ 7 J 04 73-04 ^^-04 
5. Beam Straightening 
70 
70 
70 
70 
Welding on one side of the beam causes the beam to curve. Beams must be straight prior to 
machining slots. 


a. Set beam on blocks as far apart as possible on hydraulic press. 


b. Use a 2" block to distribute press loads. 


c. Gradually work up to pressure required to make beam straight, usually about 800 psi is 


required. The same pressure generally works for beams from the same batch. 


d. Check for straight with a straight edge on back of tube. 


e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


f. Tag in-progress parts and place on in-progress shelf in CNC shop for machining. 
^ 
PC 
PC 
PC ^ ^ 
73-04 
73-04 73-04 73-04 7^04 
02 
02 
02 
^ 
6. CNC Machining 
02 


a. Run CNC programs to machine keyways and slots in 78634-02 tubes with pads welded in place, 


after straightening. 


b. De-burr keyways and slots. 


c. Tag in-progress parts and place on in-progress shelf in welding shop for walding. 
AO 
AO 
AO 
fO 


7. BeamWelding 
.. ^ 
ÔS 
05 


a. TIG weld 69830-11 guide tubes into 78634-02 tubes using ER308L rod, two places per down 
tube. Use jig to align guide tube to keyway and hole. Grind rosette welds flush. 


b. TIG weld 78633-04 bushings into 78634-02 tube using ER308L rod, four places per tube, both 


sides. 
c. TIG weld 69830-11 block to 78634-02 tube over 3^'' keyway (see drawing) using ER308L rod. 


d. TIG weld 78634-04 cap to 78634-02 tube. Ensure 0.25" gap between cap and pad for basket 


fitting to enter top keyway. 


e. Record component and welding rod POs / WOs on attached material list. 


f. Tag in-progress parts and place on in-progress shelf in welding shop for straightening. 
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MOUNTING BEAM FABRICATION -78634-01 
Complété 


(initiai or SCA #) 


#1 
#2 
#3 
#4 
#5 
p>0 
pf) 
73-04 73-04 
^ ^. 
8. Beam Finishing 
70 
^'04 73-0 
Welding on one side of the beam causes the beam to curve. Beams must be straight priô?îo 
powder coating. 


a. Set beam on blocks on hydraulic press. Straightening in sections may be required depending on 


severity of curve. 


b. Use a 2" block to distribute press loads. 


c. Gradualiy work up to pressure required to make beam straight, usually about 800 psi is 


required. The same pressure generaliy works for beams from the same batch. 
d. Check for straight with a straight edge on back of tube. 
e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


f. 
Drill out bushings to F (0.257"), four places per beam, on drill press. 


g. Break sharp edges on stops and flatten bushing locations using sanding dise on die-grinder. 


h. Tag in-progress parts and place on in-progress shelf in welding shop for inspection. 
AO 
AO 
AO 
^3-04 
9. Final Inspection 
^ 
^2 ^ 
To be completed by a différent person than the previous ^ps. 


a. Inspect beams 78633-01 and 78634-01 for conformity to drawings. 
b. Tag in-progress parts ready for powder coating. 


^0 


AO 
^ 
^ 
73-04 
33;^ 13-0'^ 
10. Powder Coating 
og 
^ 
^ 
(fl 
a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag in-progress parts ready for final assembly. 


73-OA 73.04 73-04 ^ 
73^ 
11. Final Assembly 
Çft 
(fi 
02 
Çfl 
To be completed after powder coating. 


a. Clear powder coat from stop pin hole(s) with 5/16 (#4) centre drill. 


b. For 776 (short), 764 (médium) or 784 (long) basket installation: Install #10-32 x 3" countersunk 
screw, 69830-21 stop, and 69830-23 spring into UPPER guide with 69830-22 knob and 
MS21044C3 nut. Check for fonction. 


c. For 940 (extra large) basket installation: Install #10-32 x 3" countersunk screw, 69830-21 stop, 
and 69830-23 spring into LOWER guide with 69830-22 knob and MS21044C3 nut. Check for 


fonction. 
d. If maintenance step is to be installed: Install stops above into BOTH guides per b and c. 
e. Adhéré P/N placard to back surface of beam. 


f. Green tag complété beam assembly and place into stock. 


12 February 2017 
Page 3 of 3 


Revision 1 


MOUNTING BEAM FABRICATION - 
78635 


General 


These instructions apply to mounting beams 78635-01 (forward) for AS350/AS355 cargo baskets. Refer to the 
following drawings, at the current revision, for dimensions and détails: 


78635 - 
Forward Beam 


Work Order: 
t 
Batch Quantity: 
"7^ 
Complété 
(5 max, use additional sheets for more) 
(initial or SCA #) 


#1 
#2 
#3 
#4 
#5 
^ 
H) H) 
K) 


#2 
#3 
#4 
H) 
K) 
PO 
73-04 
73-04 73-04 
02 
02 
07 


Date Open: 


73-04 73-04 73-04 73-04 73-04 
1. Beam Fabrication - 
1x2 tubes 
07- 
07. 
02 
02 


a. Cut 1X 2 X 0.065 material as indicated on drawings. 


i. 78634-02-24.25" 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder. De-burr inside with de-burring tool. 
d. Remove writing on tubes with acetone. 
e. Tag in-progress parts and place on in-progress shelf in machine shop for CMC machining of 
keyways, slots, and bushing holes. 
^ 
PO 
AO ^ 
7^04 7^04 73.04 73-04 ^^4 
2. CNC Machining 
^ ^4 
02 
02 
^ 


a. Run CNC programs to machine slots and holes in 78635-02 tubes. 


b. Run CNC programs to machine blanks for upper guides. 


c. De-burr slots and holes. 
d. Tag in-progress parts and place on in-progress shelf in welding shop for welding. 


PO 
PO 
AO 
73-04 ^3-04 ^4 ^^4 73-(^ 
3. Beam Fabrication - Components 
^ 02 
^ ^ 
Note: Some components are used for many différent beams and are made in batches on separate 
component work orders. Check stock before making components. 


a. Shear caps from 0.025" sheet: 78634-04. 


b. Cut 78634-03/78634-11/78634-12 pads from 1x1/8 stock. 


c. Cut and turn 69830-11 guide tubes from Y* x 0.065 tube. 


d. Cut 69830-07 blocks. 
e. Record component POs / WOs on attached material list and place on in-progress shelf in 
welding shop. 
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MOUNTING BEAM FABRICATION -78634-01 
Complété 


(initial or SCA #) 
#1 
#2 
#3 
#4 
#5; 
^,A5 
Ao 


4. Beam Welding 
^5 
^ ^ OS ' ^ 


a. TIG weld 78634-04 pad, 3 places; 78634-11 pad, 1 place; and 78634-12 pad, 1 place, into 


78634-02 tube. 


i. Clamp two beams back to back with 1/8" spacer in middie to pre-stress beams prier to 
welding. 


b. Record component and welding rod POs / WOs on attached material list. 


c. Tag in-progress parts and place on in-progress shelf in welding shop for straightening. 


73n^ 73-04 73-04 ^3-04 
5. Beam Straightening 
jq 
^ 
^ 
Welding on one side of the beam causes the beam to curve. Beams must be straight priorto 
machining slots. 


a. Set beam on blocks as far apart as possible on hydraulic press. 


b. Use a 2" block to distribute press loads. 


c. Gradually work up to pressure required to make beam straight, usually about 800 psi is 


required. The same pressure generally works for beams from the same batch. 


d. Check for straight with a straight edge on back of tube. 


e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


f. Tag in-progress parts and place on in-progress shelf in CNC shop for machining. 
AO 7^^ y 
73-04 73.04 
73-0" 
6. CNC Machining 
02 
no 
^ 
-jQ 


a. Run CNC programs to machine keyways and slots in 78634-02 tubes with pads welded in place, 


after straightening. 


b. De-burr keyways and slots. 


c. Tag in-progress parts and place on in-progress shelf in welding shop for welding. 
/O 
M > 
^ ^ 


7. Beam Welding 
^ 


a. TIG weld 69830-11 guide tubes into 78634-02 tubes using ER308L rod, two places per down 
tube. Use jig to align guide tube to keyway and hole. Grind rosette welds flush. 


b. TIG weld 78633-04 bushings into 78634-02 tube using ER308L rod, four places per tube, both 


sides. 
c. TIG weld 69830-11 block to 78634-02 tube over 3^^" keyway (see drawing) using ER308L rod. 


d. TIG weld 78634-04 cap to 78634-02 tube. Ensure 0.25" gap between cap and pad for basket 


fitting to enter top keyway. 


e. Record component and welding rod POs / WOs on attached material list. 


f. Tag in-progress parts and place on in-progress shelf in welding shop for straightening. 
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MOUNTING BEAM FABRICATION -78634-01 
Complété 


(initial or SCA #) 


#1 
#2 
#3 
#4 
#5 
(O 
l>0 
73-04 73-04 
73^ 73^ 
8. Beam Finishing 
-jq 
*7^ 
Welding on one side of the beam causes the beam to curve. Beams must be straight prior to 
powder coating. 


a. Set beam on blocks on hydraulic press. Straightening in sections may be required depending on 


severity of curve. 


b. Use a 2" block to distribute press loads. 


c. Gradually work up to pressure required to make beam straight, usually about 800 psi is 


required. The same pressure generally works for beams from the same batch. 


d. Check for straight with a straight edge on back of tube. 


e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


f. Drill out bushings to F (0.257"), four places per beam, on drill press. 


g. Break sharp edges on stops and flatten bushing locations using sanding dise on die-grinder. 


h. Tag in-progress parts and place on in-progress shelf in welding shop for inspection. 


9. Final Inspection 
To be completed by a différent person than the previous steps. 


a. Inspect beams 78633-01 and 78634-01 for conformity to drawings. 
b. Tag in-progress parts ready for powder coating. 
^ 
N) 
73-04 
73-04 73-04 
10. Powder Coating 
02- 
02- 
Çfl 
07. 


a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 


d. Tag in-progress parts ready for final assembly. 
fO ^0 
fO 
70 
70, 
73^ 73-0* 73-04 73-04 73^4 
11. Final Assembly 
02 
02 
Vft 
02- 
To be completed after powder coating. 


a. Clear powder coat from stop pin hole(s) with 5/16 (#4) centre drill. 


b. For 776 (short), 764 (médium) or 784 (long) basket installation; Install #10-32 x 3" countersunk 
screw, 69830-21 stop, and 69830-23 spring into UPPER guide with 69830-22 knob and 


MS21044C3 nut. Check for fonction. 


c. For 940 (extra large) basket installation: Install #10-32 x 3" countersunk screw, 69830-21 stop, 
and 69830-23 spring into LOWER guide with 69830-22 knob and MS21044C3 nut. Check for 


fonction. 


d. If maintenance step is to be installed: Install stops above into BOTH guides per b and c. 
e. Adhéré P/N placard to back surface of beam. 


f. Green tag complété beam assembly and place into stock. 
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MOUNTING BEAM FABRICATION - 
78635 


General 


These instructions apply to mounting beams 78635-01 (forward) for AS350/AS355 cargo baskets. Refer to the 
following drawings, at the current revision, for dimensions and détails: 


78635 - 
Forward Beam 


Work Order: 
Batch Quantity: 
Complété 
(5 max, use additional sheets for more) 
(initial or SCA #) 
Date Open: 
OOCl 
#1 
#2 
#3 
#4 
#5 
bO 
^ 
^ ^ 
A 
hO 
ivO 
73-OA î3^ 
73.04 73.04 
1. Beam Fabrication-1x2 tubes 
rYl 
fY}- 


a. Cut 1X 2 X 0.065 material as indicated on drawings. 


i. 78634-02-24.25" 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder. De-burr inside with de-burring tool. 
d. Remove writing on tubes with acetone. 
e. Tag in-progress parts and place on in-progress shelf in machine shop for CMC machining of 
keyways, slots, and bushing holes. 
^ 
H) 
n:> 
73-04 73-04 73-04 73-04 73-04 
2. CNC Machining 
Cfl 
03 
02. 
03 
03 


a. Run CNC programs to machine slots and holes in 78635-02 tubes. 


b. Run CNC programs to machine blanks for upper guides. 


c. De-burr slots and holes. 
d. Tag in-progress parts and place on in-progress shelf in welding shop for welding. 
W 
AO 
7,7 
73-04 ^3-04 73-04 
^ 
3. Beam Fabrication-Components 
(Y} 
02 
Dn 
^ 
Note: Some components are used for many différent beams and are made in batches on separate 
component work orders. Check stock before making components. 


a. Shear caps from 0.025" sheet: 78634-04. 


b. Cut 78634-03/78634-11/78634-12 pads from 1x1/8 stock. 


c. Cut and turn 69830-11 guide tubes from % 
x 0.065 tube. 


d. Cut 69830-07 blocks. 
e. Record component POs / WOs on attached material list and place on in-progress shelf in 
welding shop. 
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MOUNTING BEAM FABRICATION -78634-01 
Complété 


(initial orSCA #) 
#4 
#5 
AO 
AO 


05 
05 
Beam Welding 


#1 
#2 
#3 


, ad 
AO 
AO 
7^4 
73^4 
.P5 
05 
05 
a. TIG weld 78634-04 pad, 3 places; 78634-11 pad, 1 place; and 78634-12 pad, 1 place, into 


78634-02 tube. 


i. Clamp two beams back to back with 1/8" spacer in middie to pre-stress beams prier to 


welding. 


b. Record component and welding rod POs / WOs on attached material list. 


c. Tag in-progress parts and place on in-progress shelf in welding shop for straightening. 
^ 
AO 
M) 
AO 
PO 
73-04 
73.04 73-04 73-04 73-04 
5. Beam Straightening 
'0 
7Q 
70 
70 
1C\ 
Welding on one side of the beam causes the beam to curve. Beams must be straight prior to 
machining slots. 


a. Set beam on blocks as far apart as possible on hydraulic press. 


b. Use a 2" block to distribute press loads. 


c. Gradually work up to pressure required to make beam straight, usually about 800 psi is 


required. The same pressure generally works for beams from the same batch. 
d. Check for straight with a straight edge on back of tube. 
e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


f. Tag in-progress parts and place on in-progress shelf in CNC shop for machining. 
^ 
^ H) 
73-04 73-04 73-04 73^. ^3-04 
6. CNC Machining 
70 
70 


a. Run CNC programs to machine keyways and slots in 78634-02 tubes with pads welded in place, 


after straightening. 


b. De-burr keyways and slots. 


c. Tag in-progress parts and place on in-progress shelf in welding shop for welding. 
AO 
^ W ^ 
7^^ 7^04 71^04 7^-04 
7. Beam Welding 
^ 


a. TIG weld 69830-11 guide tubes into 78634-02 tubes using ER308L rod, two places per down 
tube. Use jig to align guide tube to keyway and hole. Grind rosette welds flush. 
b. TIG weld 78633-04 bushings into 78634-02 tube using ER308L rod, four places per tube, both 


sides. 
c. TIG weld 69830-11 block to 78634-02 tube over 3'^'^ keyway (see drawing) using ER308L rod. 
d. TIG weld 78634-04 cap to 78634-02 tube. Ensure 0.25" gap between cap and pad for basket 


fitting to enter top keyway. 


e. Record component and welding rod POs / WOs on attached material list. 


f. Tag in-progress parts and place on in-progress shelf in welding shop for straightening. 
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MOUNTING BEAM FABRICATION -78634-01 
Complété 


(initial or SCA #) 


#1 
#2 
#3 
#4 
#5 
pO 
H) 
13-0^ 73-0^ 73-04 
73-04 73-04 
8. Beam Finishing 
^ ^ ^ ^ ^ 
Welding on one side of the beam causes the beam to curve. Beams must be straight prier to 
powder coating. 


a. Set beam on blocks on hydraulic press. Straightening in sections may be required depending on 


severity of curve. 


b. Use a 2" block to distribute press loads. 


c. Gradually work up to pressure required to make beam straight, usually about 800 psi is 


required. The same pressure generally works for beams from the same batch. 
d. Check for straight with a straight edge on back of tube. 
e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


f. Drill out bushings to F (0.257"), four places per beam, on drill press. 
g. Break sharp edges on stops and flatten bushing locations using sanding dise on die-grinder. 


h. Tag in-progress parts and place on in-progress shelf in welding shop for inspection. 


9. Final Inspection 
To be completed by a différent person than the previous sfeps. 


a. Inspect beams 78633-01 and 78634-01 for conformity to drawings. 
b. Tag in-progress parts ready for powder coating. 
K) 
hÙ ^ 
73-04 73.04 73-04 73-04 
10. Powder Coating 
(YL 
n? 
02 
(Y? 
^ 


a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 


d. Tag in-progress parts ready for final assembly. 


I>0 
N) 
73-OA 73.04 73-04 73-04 
BSi _£Û. 
02 
0^ -02_ 
-tftr 
11. Final Assembly 
To be completed after powder coating. 
a. Clear powder coat from stop pin hole(s) with 5/16 (#4) centre drill. 


b. For 776 (short), 764 (médium) or 784 (long) basket installation: Install #10-32 x 3" countersunk 
screw, 69830-21 stop, and 69830-23 spring into UPPER guide with 69830-22 knob and 
MS21044C3 nut. Check for function. 


c. For 940 (extra large) basket installation: Install #10-32 x 3" countersunk screw, 69830-21 stop, 
and 69830-23 spring into LOWER guide with 69830-22 knob and MS21044C3 nut. Check for 


function. 
d. If maintenance step is to be installed: Install stops above into BOTH guides per b and c. 
e. Adhéré P/N placard to back surface of beam. 


f. Green tag complété beam assembly and place into stock. 
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3/-^ S" 


MOUNTING BEAM FABRICATION - 
78635 


k 


General 


These instructions apply to mounting beams 78635-01 (forward) for AS350/AS355 cargo baskets. Refer to the 
following drawings, at the current revision, for dimensions and détails: 


78635 - 
Forward Beam 


Work Order: 
ton 
. Batch Quantity: 
Complété 
(5 max, use additional sheets for more) , (initial or SCA #} 
Date Open: 
Ik 
#1 
#2 
#3 
#4 
#5 
K5 
K) 
N) 
AO 
73-04 73-04 73-04 73-04 73-04 


1. Beam Fabrication - 
1x2 tubes 
0^ 
0^ 
0^ 
^ 02 


a. Cut 1X 2 X 0.065 material as indicated on drawings. 


i. 78634-02-24.25" 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder. De-burr inside with de-burring tool. 


d. Remove writing on tubes with acetone. 
e. Tag in-progress parts and place on in-progress shelf in machine shop for CNC machining of 
keyways, slots, and bushing holes. 
PO 
^0 
PO 
73-04 
7^0'' 73-04 
2. CNC Machining 
07. 
0^ 
0^ 
02 


a. Run CNC programs to machine slots and holes in 78635-02 tubes. 


b. Run CNC programs to machine blanks for upper guides. 


c. De-burr slots and holes. 
d. Tag in-progress parts and place on in-progress shelf in welding shop for welding. 


AO 
^ Aô 
Aô 
73-04 73-04 7^04 73-04 ^^-04 
3. Beam Fabrication - 
Components 
02 
0^ ^ O? 
07 
Note: Some components are used for many différent beams and are made in batches on separate 
component work orders. Check stock before making components. 


a. Shear caps from 0.025" sheet: 78634-04. 


b. Cut 78634-03/78634-11/78634-12 pads from 1x1/8 stock. 


c. Cut and turn 69830-11 guide tubes from % 
x 0.065 tube. 


d. Cut 69830-07 blocks. 
e. Record component POs / WOs on attached material list and place on in-progress shelf in 
welding shop. 
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MOUNTING BEAM FABRICATION -78634-01 
Complété 


(initiai or SCA#) 


#1 
#2 
#3 
#4 
#5 
Ao 
AO 
^ AO 
AD 
^ Aô 
^3-04 ^04 
4. Beam Welding 
^ 
^5 
^5 
^5 
^5 


a. TIG weld 78634-04 pad, 3 places; 78634-11 pad, 1 place; and 78634-12 pad, 1 place, into 


78634-02 tube. 


i. Clamp two beams back to back with 1/8" spacer in middie to pre-stress beams prior to 


welding. 


b. Record component and welding rod POs / WOs on attached material list. 


c. Tag in-progress parts and place on in-progress shelf in welding shop for straightening. 
NJ 
M) 
73-04 
73-04 73-04 ''t"" 
5. Beam Straightening 
70 
iCt 
Welding on one side of the beam causes the beam to curve. Beams must be straight prior to 
machining slots. 


a. Set beam on blocks as far apart as possible on hydraulic press. 


b. Use a 2" block to distribute press loads. 


c. Gradually work up to pressure required to make beam straight, usually about 800 psi is 


required. The same pressure generally works for beams from the same batch. 
d. Check for straight with a straight edge on back of tube. 


e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


f. Tag in-progress parts and place on in-progress shelf in CNC shqt^or machining. 
^ 
73-04 
73-04 73-04 73^^ 
6. CNC Machining 
^0 
70 
70 


a. Run CNC programs to machine keyways and slots in 78634-02 tubes with pads welded in place, 


after straightening. 


b. De-burr keyways and slots. 


c. Tag in-progress parts and place on in-progress shelf in welding shop for welding. 
AO 
AO 
ND 
AO 
AO 
%04 73^04 73-04 
73-04 73^q 
7. Beam Welding 
.^5 
Q5 
.^5 


a. TIG weld 69830-11 guide tubes into 78634-02 tubes using ER308L rod, two places per down 
tube. Use jig to align guide tube to keyway and hole. Grind rosette welds flush. 


b. TIG weld 78633-04 bushings into 78634-02 tube using ER308L rod, four places per tube, both 


sides. 
c. TIG weld 69830-11 block to 78634-02 tube over 3'^'' keyway (see drawing) using ER308L rod. 


d. TIG weld 78634-04 cap to 78634-02 tube. Ensure 0.25" gap between cap and pad for basket 


fitting to enter top keyway. 
e. Record component and welding rod POs / WOs on attached material list. 


f. Tag in-progress parts and place on in-progress shelf in welding shop for straightening. 
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Révision 1 


MOUNTING BEAM FABRICATION -78634-01 
Complété 


(initial or SCA #) 


#1 
#2 
#3 
#4 
#5 


vC» ^ 
^ 
13-0* 73^01 ^^.0 
^3.oA 
8. Beam Finishing 
CCL 
0^ 
0^ 
07- 
Welding on one side of the beam causes the beam to curve. Beams must be straight prior to 
powder coating. 


a. Set beam on blocks on hydraulic press. Straightening in sections may be required depending on 


severity of curve. 


b. Use a 2" block to distribute press loads. 


c. Gradually work up to pressure required to make beam straight, usually about 800 psi is 


required. The same pressure generally works for beams from the same batch. 
d. Check for straight with a straight edge on back of tube. 


e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


f. 
Drill out bushings to F (0.257"), four places per beam, on drill press. 


g. Break sharp edges on stops and flatten bushing locations using sanding dise on die-grinder. 
h. Tag in-progress parts and place on in-progress shelf in welding shop for inspection. 
^ 


9. .na, inspecon 
To be completed by a différent person than the previous steps. 


a. Inspect beams 78633-01 and 78634-01 for conformity to drawings. 


b. Tag in-progress parts ready for powder coating. ^ 
^ ^ ^ 
73-OA 73-04 73;°'^ Ti-^ 73-04 
10. Powder Coating 
07- 
0^ 
" 
07- 


a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag in-progress parts ready for final assembly. 
K» 
PO 
73-0^ 73-04 3^04 
11. Final Assembly 
07- 
çfj 
To be completed after powder coating. 
a. Clear powder coat from stop pin hole(s) with 5/16 (#4) centre drill. 


b. For 776 (short), 764 (médium) or 784 (long) basket installation: Install #10-32 x 3" countersunk 
screw, 69830-21 stop, and 69830-23 spring into UPPER guide with 69830-22 knob and 


MS21044C3 nut. Check for function. 


c. For 940 (extra large) basket installation: Install #10-32 x 3" countersunk screw, 69830-21 stop, 
and 69830-23 spring into LOWER guide with 69830-22 knob and MS21044C3 nut. Check for 


function. 
d. If maintenance step is to be installed: Install stops above into BOTH guides per b and c. 
e. Adhéré P/N placard to back surface of beam. 


f. Green tag complété beam assembly and place into stock. 
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36-Yo 


MOUNTING BEAM FABRICATION - 
78635 


General 


These instructions apply to mounting beams 78635-01 (forward) for AS350/AS355 cargo baskets. Refer to the 
following drawings, at the current revision, for dimensions and détails: 


78635 - 
Forward Beam 


Work Order: 
|o3- 
Batch Quantity: 7^ 
Complété 


(5 max, use additional sheets for more) 
(initial or SCA #) 
Date Open: 
(t Jt/j€ doO 


#1 
#2 
#3 
#4 
#5 
^ K) H) 
H) 
73-04 73-04 73-04 73-04 73-0^ 
1. Beam Fabrication - 1x2 tubes 
_Û2_ _02_ -02 ^ 


a. Cut 1X 2 X 0.065 material as indicated on drawings. 


i. 78634-02-24.25" 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder. De-burr inside with de-burring tool. 


d. Remove writing on tubes with acetone. 


e. Tag in-progress parts and place on in-progress shelf in machine shop for CNC machining of 
keyways, slots, and bushing holes. 
PO 
'V) 
AO 
PO 
73-04 
^^04 73-04 ^3-04 
2. CNC Machining 
02 
^ 02 
02 


a. Run CNC programs to machine slots and holes in 78635-02 tubes. 


b. Run CNC programs to machine blanks for upper guides. 


c. De-burr slots and holes. 


d. Tag in-progress parts and place on in-progress shelf in welding shop for welding. 


AD 
Ao 
Aô .Ad .Ad 
73-04 7^0, ^3-04 ^^0, ^^04 
3. Beam Fabrication-Components 
02 
02 
02 
^ 
Note: Some components are used for many différent beams and are made in batches on separate 
component work orders. Check stock before making components. 


a. Shear caps from 0.025" sheet: 78634-04. 


b. Cut 78634-03/78634-11/78634-12 pads from 1x1/8 stock. 


c. Cut and turn 69830-11 guide tubes from % 
x 0.065 tube. 


d. Cut 69830-07 blocks. 


e. Record component POs / WOs on attached material list and place on in-progress shelf in 
welding shop. 
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MOUNTING BEAM FABRICATION -78634-01 
Complété 


(initial or SCA #) 
#2 
#3 
#4 
#5 
^ 
ad 
^^^04 ^^04 ^^-04 
4. Beam Welding 
^ ^ .^5 ^ ^5 


a. TIG weld 78634-04 pad, 3 places; 78634-11 pad, 1 place; and 78634-12 pad, 1 place, into 


78634-02 tube. 


i. Clamp two beams back to back with 1/8" spacer in middie to pre-stress beams prior to 


welding. 


b. Record component and welding rod POs / WOs on attached material list. 


c. Tag in-progress parts and place on in-progress shelf in welding shop for straightening. 
^ 
^ 
N) 
73-04 73-04 jrtnA 73-04 
5. Beam Straightening 
10 
10 
Welding on one side of the beam causes the beam to curve. Beams must be straight prior to 


machining slots. 


a. Set beam on blocks as far apart as possible on hydraulic press. 


b. Use a 2" block to distribute press loads. 


c. Gradually work up to pressure required to make beam straight, usually about 800 psi is 


required. The same pressure generally works for beams from the same batch. 


d. Check for straight with a straight edge on back of tube. 


e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


f. Tag in-progress parts and place on in-progress shelf in CNC shop for machining. 
AO ^ 
73-04 73-04 73-04 73-04 
6. CNC Machining 
70 
10 
10 


a. Run CNC programs to machine keyways and slots in 78634-02 tubes with pads welded in place, 


after straightening. 


b. De-burr keyways and slots. 


c. Tag in-progress parts and place on in-progress shelf in welding shop for welding. 
N5 
PO 
K> 
73-04 73.04 
73-04 73_04 


7. Beam Welding 
05 
05 


a. TIG weld 69830-11 guide tubes into 78634-02 tubes using ER308L rod, two places per down 
tube. Use jig to align guide tube to keyway and hole. Grind rosette welds flush. 


b. TIG weld 78633-04 bushings into 78634-02 tube using ER308L rod, four places per tube, both 


sides. 
c. TIG weld 69830-11 block to 78634-02 tube over 3'^'' keyway (see drawing) using ER308L rod. 


d. TIG weld 78634-04 cap to 78634-02 tube. Ensure 0.25" gap between cap and pad for basket 


fitting to enter top keyway. 


e. Record component and welding rod POs / WOs on attached material list. 


f. Tag in-progress parts and place on in-progress shelf in welding shop for straightening. 
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MOUNTING BEAM FABRICATION -78634-01 
Complété 


(initial orSCA #) 


#1 
#2 
#3 
#4 
#5 


8. Beam Finishing 
Qfl 
q7 
07^ 
"t- 
Welding on one side of the beam causes the beam to curve. Beams must be straight prier te 
powder coating. 


a. Set beam on blocks on hydraulic press. Straightening in sections may be required depending on 


severity of curve. 


b. Use a 2" block to distribute press loads. 


c. Gradualiy work up to pressure required to make beam straight, usually about 800 psi is 


required. The same pressure generally works for beams from the same batch. 


d. Check for straight with a straight edge on back of tube. 


e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


f. 
Drill eut bushings to F (0.257"), four places per beam, on drill press. 


g. Break sharp edges on stops and flatten bushing locations using sanding dise on die-grinder. 


h. Tag in-progress parts and place on in-progress shelf in welding shop for inspection. 
^ 
^ 
73-^^ 73-0^ 
73-0^ 73-01 
9. Final Inspection 
0*^ 
n\ 
0*^ 
0^ 
To be completed by a différent person than the previous steps. 


a. Inspect beams 78633-01 and 78634-01 for conformity to drawings. 


b. Tag in-progress parts ready for powder coating. 
VO ^ 
, tvD 
^ 
73-^^ 73-0^ 73;^ 73-04 73^4 
10. Powder Coating 
OT- 
^ (fi 
^ 


a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag in-progress parts ready for final assembly. 


n'i'l Ti-â 1V 
11. Final Assembly 
^ 
_£t lik 
To be completed after powder coating. 


a. Clear powder coat from stop pin hole(s) with 5/16 (#4) centre drill. 


b. For 776 (short), 764 (médium) or 784 (long) basket installation: Install #10-32 x 3" countersunk 
screw, 69830-21 stop, and 69830-23 spring into UPPER guide with 69830-22 knob and 


MS21044C3 nut. Check for function. 


c. For 940 (extra large) basket installation: Install #10-32 x 3" countersunk screw, 69830-21 stop, 
and 69830-23 spring into LOWER guide with 69830-22 knob and MS21044C3 nut. Check for 


function. 


d. If maintenance step is to be installed: Install stops above into BOTFI guides per b and c. 


e. Adhéré P/N placard to back surface of beam. 


f. Green tag complété beam assembly and place into stock. 
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MOUNTING BEAM FABRICATION - 
78635 


General 


These instructions appiy to mounting beams 78635-01 (forward) for AS350/AS355 cargo baskets. Refer to the 


following drawings, at the current revision, for dimensions and détails: 


78635 - 
Forward Beam 


Work Order: 9>n-h ^ 
Batch Quantity: 7^ 
Complété 
(5 max, use additional sheets for more) 
(initial or SCA #) 
Date Open: 
Ifc 


#1 
#2 
#3 
#4 
#5 
^ 
N) 
73-04 Y3-04 73-O4 73-O4 
73-04 


1. Beam Fabrication - 
1x2 tubes 
0^ 
(12. 
CCL 
Cïl 
02. 


a. Cut 1X 2 X 0.065 material as indicated on drawings. 


i. 78634-02-24.25" 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder. De-burr inside with de-burring tool. 


d. Remove writing on tubes with acetone. 


e. Tag in-progress parts and place on in-progress shelf in machine shop for CNC machining of 
keyways, slots, and bushing holes. 
K) 
K) 
73-04 73-04 73.04 7:^04 
2. CNC Machining 
CfL 
Ofl- 
02 


a. Run CNC programs to machine slots and holes in 78635-02 tubes. 


b. Run CNC programs to machine blanks for upper guides. 


c. De-burr slots and holes. 


d. Tag in-progress parts and place on in-progress shelf in welding shop for welding. 


M) 
AO 
AO 
^Ac 


rn'' 
3. Beam Fabrication - Components 
^4 
O2 
^ 
Note: Some components are used for many différent beams and are made in batches on separate 
component work orders. Check stock before making components. 


a. Shear caps from 0.025" sheet: 78634-04. 


b. Cut 78634-03/78634-11/78634-12 pads from 1x1/8 stock. 


c. Cut and turn 69830-11 guide tubes from Va x 0.065 tube. 


d. Cut 69830-07 blocks. 


e. Record component POs / WOs on attached material list and place on in-progress shelf in 
welding shop. 
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MOUNTING BEAM FABRICATION -78634-01 
Complété 


(initial or SCA #) 


#1 
#2 
#3 
#4 
#5 
AO 
AO 
AO 
Aô 
^^-04 ^^04 ^3.04 ^^'04 ^^-04 
4. Beam Welding 
^5 
.^5 
OfC 
O5 


a. TIG weld 78634-04 pad, 3 places; 78634-11 pad, 1 place; and 78634-12 pad, 1 place, into 
78634-02 tube. 


i. Clamp two beams back to back with 1/8" spacer in middie to pre-stress beams prior to 


welding. 


b. Record component and welding rod POs / WOs on attached material list. 


c. Tag in-progress parts and place on in-progress shelf in welding. sbop for straightening. 
K) 
N/) 
AÛ 
73 04 
73-04 
73-04 


5. Beam Straightening 
70 
70 
Welding on one side of the beam causes the beam to curve. Beams must be straight prior to 


machining slots. 


a. Set beam on blocks as far apart as possible on hydraulic press. 


b. Use a 2" block to distribute press loads. 


c. Gradually work up to pressure required to make beam straight, usually about 800 psi is 
required. The same pressure generally works for beams from the same batch. 


d. Check for straight with a straight edge on back of tube. 


e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 
f. Tag in-progress parts and place on in-progress shelf iniiQyC shop for machiRÎQg. 
73^ 
,3^^^ 
^ 
73 
6. CNCMachining 
-04 


a. Run CNC programs to machine keyways and slots in 78634-02 tubes with pads wefePed in place, 


after straightening. 


b. De-burr keyways and slots. 


c. Tag in-progress parts and place on in-progress shelf in welding shop for welding. 
hÙ 
N3 
N3 
ad 
73-04 73-04 73-04 73^04 ^^^4 
Beam Welding 
^ ^ ^ ÔÇi ^ 


a. TIG weld 69830-11 guide tubes into 78634-02 tubes using ER308L rod, two places per down 
tube. Use jig to align guide tube to keyway and hole. Grind rosette welds flush. 


b. TIG weld 78633-04 bushings into 78634-02 tube using ER308L rod, four places per tube, both 


sides. 


c. TIG weld 69830-11 block to 78634-02 tube over 3'^'' keyway (see drawing) using ER308L rod. 
d. TIG weld 78634-04 cap to 78634-02 tube. Ensure 0.25" gap between cap and pad for basket 


fitting to enter top keyway. 


e. Record component and welding rod POs / WOs on attached material list. 


f. Tag in-progress parts and place on in-progress shelf in welding shop for straightening. 
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MOUNTING BEAM FABRICATION -78634-01 
Complété 


(initial or SCA #) 
#1 
#2 
#3 
#4 
#5 


^0'^ 
8. Beam Fln,shing 
^ 
^ 
^ 
^ 
Weiding on one side of the beam causes the beam to curve. Beams must be straight prior to 
powder coating. 


a. Set beam on blocks on hydraulic press. Straightening in sections may be required depending on 


severity of curve. 


b. Use a 2" block to distribute press loads. 


c. Gradually work up to pressure required to make beam straight, usually about 800 psi is 
required. The same pressure generaliy works for beams from the same batch. 


d. Check for straight with a straight edge on back of tube. 
e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


f. Drill out bushings to F (0.257"), four places per beam, on drill press. 
g. Break sharp edges on stops and flatten bushing locations using sanding dise on die-grinder. 
h. Tag in-progress parts and place on in-progress shelf in weiding shop for inspection. 
^ 
Hy 


9. Final Inspection 
0^ / 
0\ 
■ ^0\ 
/ 0\ 
To be completed by a différent person than the previous steps. 
'jô 
a. Inspect beams 78633-01 and 78634-01 for conformity to drâw^s. 
b. Tag in-progress parts ready for powder coating. 
' riJJ'o 


frD 
fJD 
7i-0A 
10. Powder Coating 
çfi 
(fl 
a. 
Parts are to be powder coated white in accordance with commercial practices. 
b. Record powder coating PO. 


c. 
Inspect powder coating on receiving. 
d. Tag in-progress parts ready for final assembly. 
^ 
^ 
7«. ,S, '^4 « 


11. Final Assembly 
_0?_ 
To be completed after powder coating. 
a. Clear powder coat from stop pin hole(s) with 5/16 (#4) centre drill. 
b. For 776 (short), 764 (médium) or 784 (long) basket installation; Install #10-32 x 3" countersunk 
screw, 69830-21 stop, and 69830-23 spring into UPPER guide with 69830-22 knob and 
MS21044C3 nut. Check for function. 
c. 
For 940 (extra large) basket installation: Install #10-32 x 3" countersunk screw, 69830-21 stop, 
and 69830-23 spring into LOWER guide with 69830-22 knob and MS21044C3 nut. Check for 
function. 
d. If maintenance step is to be installed: Install stops above into BOTH guides per b and c. 
e. Adhéré P/N placard to back surface of beam. 
f. 
Green tag complété beam assembly and place into stock. 
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MOUNTING BEAM FABRICATION - 
78635 


General 


These Instructions appiy to mounting beams 78635-01 (forward) for AS350/AS355 cargo baskets. Refer to the 


following drawings, at the current revision, for dimensions and détails: 


78635 - 
Forward Beam 


Work Order: 
1 
Batch Quantity: 
Complété 
(5 max, use additional sheets for more) 
(initial or SCA #) 
Date Open: 
(A 
A)^ 


#1 
#2 
#3 
#4 
#5 
N) 
K) 
N) 
7^04 73-04 73-04 ^^-04 ^^4 
1. Beam Fabrication - 1x2 tubes 
02 
02 
02 
^ 


a. Cut 1X 2 X 0.065 material as indicated on drawings. 


i. 78634-02-24.25" 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder. De-burr inside with de-burring tool. 


d. Remove writing on tubes with acetone. 


e. Tag in-progress parts and place on in-progress shelf in machine shop for CMC machining of 


fceyways, slots, and bushing holes. 
^ 
^ Aô 
Aô 
73-04 ^^04 73-04 


2. CNC Machining 
^ 02 ^ 


a. Run CNC programs to machine slots and holes in 78635-02 tubes. 


b. Run CNC programs to machine blanks for upper guides. 


c. De-burr slots and holes. 


d. Tag in-progress parts and place on in-progress shelf in welding shop for welding. 


K) 
fO 
N) 
73-04 73-04 73^^ 73.Q4 ^3-04 
3. Beam Fabrication - Components 
00- 
^ n2 ^ ^ 
Note: Some components are used for many différent beams and are made in batches on separate 
component work orders. Check stock before making components. 


a. Shear caps from 0.025" sheet: 78634-04. 


b. Cut 78634-03/78634-11/78634-12 pads from 1x1/8 stock. 


c. Cut and turn 69830-11 guide tubes from % 
x 0.065 tube. 


d. Cut 69830-07 blocks. 


e. Record component POs / WOs on attached material list and place on in-progress shelf in 
welding shop. 
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MOUNTING BEAM FABRICATION -78634-01 
Complété 


(initial or SCA #) 
#1 
#2 
#3 
#4 
#5 ^ 
Ao ^ 
Aô , 
^ 
^^-04 ^^-04 ^^-04 ^^'04 
^-04 
4. Beam Welding 
^ 
^5 
^5 
^ 


a. TIG weld 78634-04 pad, 3 places; 78634-11 pad, 1 place; and 78634-12 pad, 1 place, into 


78634-02 tube. 


i. Clamp two beams back to back with 1/8" spacer in middie to pre-stress beams prior to 


welding. 


b. Record component and welding rod POs / WOs on attached material list. 


c. Tag in-progress parts and place on in-progress shelf in welding shop for straightening.^ 
K> 
73-OA 73-OA 73.04 ^3^4 73.04 


5. Beam Straightening 
10 
Welding on one side of the beam causes the beam to curve. Beams must be straight prior to 


machining slots. 


a. Set beam on blocks as far apart as possible on hydraulic press. 


b. Use a 2" block to distribute press loads. 


c. Gradually work up to pressure required to make beam straight, usually about 800 psi is 
required. The same pressure generally works for beams from the same batch. 


d. Check for straight with a straight edge on back of tube. 


e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using — 
about 600 psi. 
f. Tag in-progress parts and place on in-progress shelf 
machi^g. ^ 


73-OA 73.04 73-04 73-04 ^ 
10 
10 
10 
70 
73-04 
6. CNCMachining 
-i) 
a. Run CNC programs to machine keyways and slots in 78634-02 tubes with pads welded in place, 


after straightening. 


b. De-burr keyways and slots. 


c. Tag in-progress parts and place on in-progress shelf in welding shop for welding. 
AO 
AO ^ 
^ 
73-04 73.04 
^06 ' 
7. Beam Welding 
05 
05 
-• 


a. TIG weld 69830-11 guide tubes into 78634-02 tubes using ER308L rod, two places per down 
tube. Use jig to align guide tube to keyway and hole. Grind rosette welds flush. 


b. TIG weld 78633-04 bushings into 78634-02 tube using ER308L rod, four places per tube, both 


sides. 


c. TIG weld 69830-11 block to 78634-02 tube over 3'"'^ keyway (see drawing) using ER308L rod. 


d. TIG weld 78634-04 cap to 78634-02 tube. Ensure 0.25" gap between cap and pad for basket 


fitting to enter top keyway. 


e. Record component and welding rod POs / WOs on attached material list. 


f. Tag in-progress parts and place on in-progress shelf in welding shop for straightening. 
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MOUNTING BEAM FABRICATION -78634-01 


#1 
#2 
#3 


Complété 


(initial orSCA#) 
#4 
#5 


8. Beam Finishing 
Welding on one side of the beam causes the beam to curve. Beams must be straight prier to 
powder coating. 


a. Set beam on blocks on hydraulic press. Straightening in sections may be required depending on 


severity of curve. 


b. Use a 2" block to distribute press loads. 


c. Gradually work up to pressure required to make beam straight, usually about 800 psi is 
required. The same pressure generally works for beams from the same batch. 


d. Check for straight with a straight edge on back of tube. 
e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


f. Drill out bushings to F (0.257"), four places per beam, on drill press. 
g. Break sharp edges on stops and flatten bushing locations using sanding dise on die-grinder. 
h. Tag in-progress parts and place on in-progress shelf in welding shop for inspection. 


9. Final Inspection 
"To be completed by a différent person than the previous steps. 
a. Inspect beams 78633-01 and 78634-01 for conformity to drawings. 


b. Tag in-progress parts ready for powder coating. 


10. Powder Coating 


a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag in-progress parts ready for final assembly. 
H) 
73-CM 
0?. 
QfV 
11. Final Assembly 
cfl 


To be completed after powder coating. 


a. Clear powder coat from stop pin hole(s) with 5/16 (#4) centre drill. 
For 776 (short), 764 (médium) or 784 (long) basket installation: Install #10-32 x 3" countersunk 
screw, 69830-21 stop, and 69830-23 spring into UPPER guide with 69830-22 knob and 
MS21044C3 nut. Check for function. 
For 940 (extra large) basket installation: Install #10-32 x 3" countersunk screw, 69830-21 stop, 
and 69830-23 spring into LOWER guide with 69830-22 knob and MS21044C3 nut. Check for 


function. 


If maintenance step is to be installed: Install stops above into BOTH guides per b and c. 
Adhéré P/N placard to back surface of beam. 


b. 


c. 


d. 


e. 


f. 
Green tag complété beam assembly and place into stock. 
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MOUNTING BEAM FABRICATION - 
78635 


General 


These instructions apply to mounting beams 78635-01 (forward) for AS350/AS355 cargo baskets. Refer to the 


following drawings, at the current revision, for dimensions and détails: 


78635 - 
Forward Beam 


Work Order: ^ 
( 7~(0 ^ 
Batch Quantity: 
Complété 
(5 max, use additional sheets for more) 
(initial or SCA #) 
Date Open: 
^0('] 
#1 
#2 
#3 
#4 
#5 
Kl 
to K> 7^. 
73-04 ^3.04 73.04 73.34 
02 
1. Beam Fabrication - 1x2 tubes 
Cfl 
qo 
02 


a. Cut 1X 2 X 0.065 material as indicated on drawings. 


i. 78634-02-24.25" 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder. De-burr inside with de-burring tool. 


d. Remove writing on tubes with acetone. 
e. Tag in-progress parts and place on in-progress shelf in machine shop for CNC machining of 
keyways, slots, and bushing holes. 
Aû 
AO 
>0 
73-04 
^^04 73-04 
2. CNC Machining 
Cï} 
02 
no 
^ 


a. Run CNC programs to machine slots and holes in 78635-02 tubes. 


b. Run CNC programs to machine blanks for upper guides. 


c. De-burr slots and holes. 


d. Tag in-progress parts and place on in-progress shelf in welding shop for weiding. 


to 
to ^ K> 
73-04 73.04 73.04 73^4 73.^4 
3. Beam Fabrication - Components 
02 
n? 
02 
02 
Note: Some components are used for many différent beams and are made in batches on separate 
component work orders. Check stock before making components. 


a. Shear caps from 0.025" sheet: 78634-04. 


b. Cut 78634-03/78634-11/78634-12 pads from 1x1/8 stock. 


c. Cut and turn 69830-11 guide tubes from % 
x 0.065 tube. 


d. Cut 69830-07 blocks. 
e. Record component POs / WOs on attached material list and place on in-progress shelf in 
welding shop. 
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MOUNTING BEAM FABRICATION -78634-01 
Complété 


(initial or SCA #) 
#1 
#2 
#3 
#4 
#5 
H) 


4. Beam Weiding 
\Np5 
05 
0§ 


a. TIG weld 78634-04 pad, 3 places; 78634-11 pad, 1 place; and 78634-12 pad, 1 place, into 


78634-02 tube. 


i. Clamp two beams back to back with 1/8" spacer in middie to pre-stress beams prior to 


weiding. 


b. Record component and weiding rod POs / WOs on attached material list. 


c. Tag in-progress parts and place on in-progress shelf in weiding shop for straightening. 


73-Q^ 
5. Beam Straightening 
^ ^ 
Cfl 
^ (fl 
Weiding on one side of the beam causes the beam to curve. Beams must be straight prior to 


machining slots. 


a. Set beam on blocks as far apart as possible on hydraulic press. 


b. Use a 2" block to distribute press loads. 


c. Gradually work up to pressure required to make beam straight, usually about 800 psi is 


required. The same pressure generally works for beams from the same batch. 


d. Check for straight with a straight edge on back of tube. 
— e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


f. Tag in-progress parts and place on in-progress shelf in CNC shop for machining. 


6. CNC Machining 
M l\ [0^^. 


a. Run CNC programs to machine keyways and slots in 78634-02 tubes with pads welded in place, 


after straightening. 


b. De-burr keyways and slots. 


c. Tag in-progress parts and place on in-progress shelf in weiding shop for weiding. 
H) 
H) 
73-04 73-04 ^3-04 73-04 73-04 
7. Beam Weiding 
05 
05 
.05 
0^ 


a. TIG weld 69830-11 guide tubes into 78634-02 tubes using ER308L rod, two places per down 
tube. Use jig to align guide tube to keyway and hole. Grind rosette welds flush. 


b. TIG weld 78633-04 bushings into 78634-02 tube using ER308L rod, four places per tube, both 


sides. 
c. TIG weld 69830-11 block to 78634-02 tube over 3'^^ keyway (see drawing) using ER308L rod. 


d. TIG weld 78634-04 cap to 78634-02 tube. Ensure 0.25" gap between cap and pad for basket 


fitting to enter top keyway. 


e. Record component and weiding rod POs / WOs on attached material list. 


f. Tag in-progress parts and place on in-progress shelf in weiding shop for straightening. 


12 February 2017 
Page 2 of 3 


Revision 1 


MOUNTING BEAM FABRICATION -78634-01 
Complété 
(initial or SCA #) 
#1 
#2 
#3 
#4 
#5 


S> Jk ^ 
^ 
A 
A aV ' 
nO 
ml. 
8. Beam Finishing 
^ (fV 
Çft 
Welding on one side of the beam causes the beam to curve. Beams must be straight prior to 
powder coating. 


a. Set beam on blocks on hydraulic press. Straightening in sections may be required depending on 


severity of curve. 


b. Use a 2" block to distribute press loads. 


c. Gradually work up to pressure required to make beam straight, usually about 800 psi is 
required. The same pressure generally works for beams from the same batch. 


d. Check for straight with a straight edge on back of tube. 


e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


f. Drill out bushings to F (0.257"), four places per beam, on drill press. 
g. Break sharp edges on stops and flatten bushing locations using sanding dise on die-grinder. 


h. Tag in-progress parts and place on in-progress shelf in welding shop for inspection. 
rJe 7S. 
rlSi, 
9. Final Inspection 
0\ 
To be completed by a différent person than the previous steps. 


a. Inspect beams 78633-01 and 78634-01 for conformity to drawings. 


b. Tag in-progress parts ready for powder coating. 


Jk 1- 
10. Powder Coating 
a. Parts are to be powder coated white in accordance wim commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag in-progress parts ready for final assembly. 


73-04 


73-04 
11. Final Assembly 
0^ 
(Jt' 
QT^ 
02 
To be completed after powder coating. 
a. Clear powder coat from stop pin hole(s) with 5/16 (#4) centre drill. 
b. For 776 (short), 764 (médium) or 784 (long) basket installation: Install #10-32 x 3" countersunk 
screw, 69830-21 stop, and 69830-23 spring into UPPER guide with 69830-22 knob and 
MS21044C3 nut. Check for function. 


c. For 940 (extra large) basket installation: Install #10-32 x 3" countersunk screw, 69830-21 stop, 
and 69830-23 spring into LOWER guide with 69830-22 knob and MS21044C3 nut. Check for 


function. 


d. If maintenance step is to be installed: Install stops above into BOTH guides per b and c. 


e. Adhéré P/N placard to back surface of beam. 


f. Green tag complété beam assembly and place into stock. 
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MOUNTING BEAM FABRICATION - 
78635 


General 


These instructions apply to mounting beams 78635-01 (forward) for AS350/AS355 cargo baskets. Refer to the 
following drawings, at the current revision, for dimensions and détails: 


78635 - 
Forward Beam 


Work Order: ^[1^ 
Batch Quantity: 
Complété 
(5 max, use additional sheets for more) 
(initial or SCA #) 
Date Open: 
l(o 
#1 
#2 
#3 
#4 
#5 
K) 
pO 
K) 
fvo 
73-04 73-04 73-04 73.04 
1. Beam Fabrication - 1x2 tubes 
02- 
02 
02- 
O? 
^ 


a. Cut 1X 2 X 0.065 material as indicated on drawings. 


i. 78634-02-24.25" 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder. De-burr inside with de-burring tool. 


d. Remove writing on tubes with acetone. 
e. Tag in-progress parts and place on in-progress shelf in machine shop for CNC machining of 
keyways, slots, and bushing holes. 
. . 
M) 
AO 
AO 
73-04 7^04 73.Q4 73_04 73-04 


2. CNC Machining 
^ 
02. 
02 
01 


a. Run CNC programs to machine slots and holes in 78635-02 tubes. 


b. Run CNC programs to machine blanks for upper guides. 


c. De-burr slots and holes. 


d. Tag in-progress parts and place on in-progress shelf in welding shop for welding. 


3. Beam Fabrication - Components 
CY). 
Q2 
— 
Note: Some components are used for many différent beams and are made in batches on separate 
component work orders. Check stock before making components. 


a. Shear caps from 0.025" sheet: 78634-04. 


b. Cut 78634-03/78634-11/78634-12 pads from 1x1/8 stock. 


c. Cut and turn 69830-11 guide tubes from % 
x 0.065 tube. 


d. Cut 69830-07 blocks. 
e. Record component POs / WOs on attached material list and place on in-progress shelf in 
welding shop. 
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MOUNTING BEAM FABRICATION -78634-01 


4. 


#1 
Aô 
^3-04 
05 


#2 
AO 
^3-04 
05 


#3 
AO 
^^'04 
05 


Complété 


(initial or SCA #) 


#4* 
#5 
AÔ 
^3-04 
05 


5. 


Beam Welding 


a. TIG weld 78634-04 pad, 3 places; 78634-11 pad, 1 place; and 78634-12 pad, 1 place, into 


78634-02 tube. 


i. Clamp two beams back to back with 1/8" spacer in middie to pre-stress beams prier te 


welding. 


b. Record component and welding rod POs / WOs on attached material list. 


c. Tag in-progress parts and place on in-progress sheif in welding shop for straightening. 
AÛ 
^ 
73-04 73-04 73.04 
Beam Straightening 
70 
yp 
70 


6. 


Welding on one side of the beam causes the beam to curve. Beams must be straight prier to 


machining slots. 


a. Set beam on blocks as far apart as possible on hydraulic press. 


b. Use a 2" block to distribute press loads. 


c. Gradually work up to pressure required to make beam straight, usually about 800 psi is 
required. The same pressure generally works for beams from the same batch. 


d. Check for straight with a straight edge on back of tube. 


e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


f. Tag in-progress parts and place on in-progress shelf in C]p|g shop for machifvj&g. 
73-C ^ AO 
73-04 AO 
70 73-04 
70 
73-04 
CNCMachining 
70 
70 


a. Run CNC programs to machine keyways and slots in 78634-02 tubes with pads welded in place, 


after straightening. 


De-burr keyways and slots. 
b. 


c. 


7. 


Tag in-progress parts and place on in-progress shelf in welding shop for welding. 
AO 
éO 
AO 
AO 
' 
73-0^ 
05 
05 
73-04 
05 


AO 
73. 
05 
Beam Welding 


a. TIG weld 69830-11 guide tubes into 78634-02 tubes using ER308L rod, two places per down 
tube. Use jig to align guide tube to keyway and hole. Grind rosette welds flush. 


b. TIG weld 78633-04 bushings into 78634-02 tube using ER308L rod, four places per tube, both 


sides. 
c. TIG weld 69830-11 block to 78634-02 tube over 3'^'^ keyway (see drawing) using ER308L rod. 


d. TIG weld 78634-04 cap to 78634-02 tube. Ensure 0.25" gap between cap and pad for basket 


fitting to enter top keyway. 


e. Record component and welding rod POs / WOs on attached material list. 


f. Tag in-progress parts and place on in-progress shelf in welding shop for straightening. 
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MOUNTING BEAM FABRICATION -78634-01 
Complété 


(initial or SCA#) 


#1 
#2 
#3 
#4 
#5 
9.5 
8. Beam Finishing 
^ X 
^ ^ 
Welding on one side of the beam causes the beam to curve. Beams must be straight prior to 
powder coating. 


a. Set beam on blocks on hydraulic press. Straightening in sections may be required depending on 


severity of curve. 


b. Use a 2" block to distribute press loads. 


c. Gradually work up to pressure required to make beam straight, usually about 800 psi is 


required. The same pressure generally works for beams from the same batch. 


d. Check for straight with a straight edge on back of tube. 


e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


f. 
Drill out bushings to F (0.257"), four places per beam, on drill press. 


g. Break sharp edges on stops and flatten bushing locations using sanding dise on die-grinder. 


h. Tag in-progress parts and place on in-progress shelf in welding shop for inspection. 


73-04 
9. Final Inspection 
0*^ 
_JÎ_qN 
f 
To be completed by a différent person than the previous steps. 
^ 


a. Inspect beams 78633-01 and 78634-01 for conformity to drawings. 


b. Tag in-progress parts ready for powder coating. 
^ 
K) 
AO 


(\A 
73-04 
10. Powder Coating 
I 
00. ^ 02 


a. Parts are to be powder coated white in accordance wimcommercial practices. 


b. Record powder coating PO. 
c. Inspect powder coating on receiving. 
SC' 
d. Tag in-progress parts ready for final assembly. 
î/i t/r^ 


11. Final Assembly 
To be completed after powder coating. 


a. Clear powder coat from stop pin hole(s) with 5/16 (#4) centre drill. 


b. For 776 (short), 764 (médium) or 784 (long) basket installation: Install #10-32 x 3" countersunk 
screw, 69830-21 stop, and 69830-23 spring into UPPER guide with 69830-22 knob and 


MS21044C3 nut. Check for function. 


c. For 940 (extra large) basket installation: Install #10-32 x 3" countersunk screw, 69830-21 stop, 
and 69830-23 spring into LOWER guide with 69830-22 knob and MS21044C3 nut. Check for 


function. 


d. If maintenance step is to be installed: Install stops above into BOTH guides per b and c. 


e. Adhéré P/N placard to back surface of beam. 


f. Green tag complété beam assembly and place into stock. 
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MOUNTING BEAM FABRICATION - 
78635 


General 


These instructions appiy to mounting beams 78635-01 (forward) for AS350/AS355 cargo baskets. Refer to the 


foiiowing drawings, at the current revision, for dimensions and détails: 


78635 - 
Forward Beam 


Work Order: 
Jo ^ 
Batch Quantity: ^ 
Compléta 
(5 max, use additional sheets for more) 
(initial or SCA #) 
Date Open: 
{^ 
7 


ni 
#2 
#3 
#4 
#5 


73-t)A 73-OA .^3.04 73-OA 
1. Beam Fabrication - 1x2 tubes 
m, 
m. 
en- 
ai 
ga 


a. Cut 1X 2 X 0.065 material as indicated on drawings. 


i. 78634-02-24.25" 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder. De-burr inside with de-burring tool. 


d. Remove writing on tubes with acetone. 


e. Tag in-progress parts and place on in-progress shelf in machine shop for CNC machining of 
keyways, slots, and bushing holes. 
K) tvo 
73;5A 
^3.04 
73.04 


2. CNCMachining 
0^ 
Çfl 
0^ 
02- 


a. Run CNC programs to machine slots and holes in 78635-02 tubes. 


b. Run CNC programs to machine blanks for upper guides. 


c. De-burr slots and holes. 


d. Tag in-progress parts and place on in-progress shelf in welding shop for welding. 


K> 
W) K> 
7,*^ 
73-04 
73-04 73.04 73-04 '^0'» 
3. Beam Fabrication-Components 
03 
07. 
Q2 
Note: Some components are used for many différent beams and are made in batches on separate 
component work orders. Check stock before making components. 


a. Shear caps from 0.025" sheet: 78634-04. 


b. Cut 78634-03/78634-11/78634-12 pads from 1x1/8 stock. 


c. Cut and turn 69830-11 guide tubes from % 
x 0.065 tube. 


d. Cut 69830-07 blocks. 


e. Record component POs / WOs on attached material list and place on in-progress shelf in 
welding shop. 
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MOUNTING BEAM FABRICATION -78634-01 
Complété 


(initial or SCA #) 


#1 
#2 
#4 
#5 


73-04 7^434 
H) 


4. Beam Welding 
05 
.05 


a. TIG weld 78634-04 pad, 3 places; 78634-11 pad, 1 place; and 78634-12 pad, 1 place, into 


78634-02 tube. 


i. Clamp two beams back to back with 1/8" spacer in middie to pre-stress beams prior to 


welding. 


b. Record component and welding rod POs / WOs on attached material list. 


c. Tag in-progress parts and place on in-progress shelf in welding shop for straightening. 


5. Beam Straightening 
^ 
^ 
Welding on one side of the beam causes the beam to curve. Beams must be straight prior to 


machining slots. 


a. Set beam on blocks as far apart as possible on hydraulic press. 


b. Use a 2" block to distribute press loads. 


c. Gradually work up to pressure required to make beam straight, usually about 800 psi is 


required. The same pressure generally works for beams from the same batch. 
d. Check for straight with a straight edge on back of tube. 


e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


f. Tag in-progress parts and place on in-progress shelf in CNC shop for machining. 


ï>0 


6. CNC Machining 


a. Run CNC programs to machine keyways and slots in 78634-02 tubes with pads welded in place, 


after straightening. 


b. De-burr keyways and slots. 


c. Tag in-progress parts and place on in-progress shelf in welding shop for welding. 
^ 
pà 
pà 
pù 
73-04 73-04 73-04 73-04 73-04 
7. Beam Welding 
^ 05 
05 
05 
0^ 


a. TIG weld 69830-11 guide tubes into 78634-02 tubes using ER308L rod, two places per down 
tube. Use jig to align guide tube to keyway and hole. Grind rosette welds flush. 


b. TIG weld 78633-04 bushings into 78634-02 tube using ER308L rod, four places per tube, both 


sides. 
c. TIG weld 69830-11 block to 78634-02 tube over 3'^'' keyway (see drawing) using ER308L rod. 
d. TIG weld 78634-04 cap to 78634-02 tube. Ensure 0.25" gap between cap and pad for basket 


fitting to enter top keyway. 


e. Record component and welding rod POs / WOs on attached material list. 


f. Tag in-progress parts and place on in-progress shelf in welding shop for straightening. 
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MOUNTING BEAM FABRICATION -78634-01 
Complété 


(initial or SCA #) 
#1 
#2 
#3 
#4 
#5 


8. Beam Finishing 
Cfi- 
ffi 
73-04 73^ 
Welding on one side of the beam causes the beam to curve. Beams must be straight prior to 
powder coating. 
a. Set beam on blocks on hydraulic press. Straightening in sections may be required depending on 


severity of curve. 


b. Use a 2" block to distribute press loads. 


c. Gradually work up to pressure required to make beam straight, usually about 800 psi is 


required. The same pressure generally works for beams from the same batch. 


d. Check for straight with a straight edge on back of tube. 
e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


f. Drill out bushings to F (0.257"), four places per beam, on drill press. 
g. Break sharp edges on stops and flatten bushing locations using sanding dise on die-grinder. 
h. Tag in-progress parts and place on in-progress shelf in welding shop for inspection. 


9. Final Inspection 
; To be completed by a différent person than the previous steps. 
a. Inspect beams 78633-01 and 78634-01 for conformity to drawings. 
b. Tag in-progress parts ready for powder coating. 
ly. ^ 
^ 
^ 
73-0^ 7^-0^ 
73-04 
^ 
^ 


10. Powder Coating 
^ 


a. Parts are to be powder coated white in accordance with comm 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 


d. Tag in-progress parts ready for final assembly. 
. 
r.^^ 
N) 
1^0 
^^02. 
73-04 73-04 73^4 
11. Final Assembly 
^ Çfl 
02 
02 
To be completed after powder coating. 
a. Clear powder coat from stop pin hole(s) with 5/16 (#4) centre drill. 


b. For 776 (short), 764 (médium) or 784 (long) basket installation: Install #10-32 x 3" countersunk 
screw, 69830-21 stop, and 69830-23 spring into UPPER guide with 69830-22 knob and 


MS21044C3 nut. Check for function. 
c. For 940 (extra large) basket installation: Install #10-32 x 3" countersunk screw, 69830-21 stop, 
and 69830-23 spring into LOWER guide with 69830-22 knob and MS21044C3 nut. Check for 


function. 
d. If maintenance step is to be installed: Install stops above into BOTH guides per b and c. 


e. Adhéré P/N placard to back surface of beam. 


f. Green tag complété beam assembly and place into stock. 
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MOUNTING BEAM FABRICATION - 
78635 


General 


These instructions apply to mounting beams 78635-01 (forward) for AS350/AS355 cargo baskets. Refer to the 
following drawings, at the current revision, for dimensions and détails: 


Complété 


78635 - 
Forward Beam 


WorkOrder: 
Batch Quantity: 73- 


(5 max, use additional sheets for more) 
(initial or SCA #) 
Date Open: 
l(c 


#1 
#2 
#3 
#4 
#5 
AO 
Aô 
AO 
Axs 
Aô 
^3-04 ^^'04 ^^-04 ^3^ ^^-0^ 
1. Beam Fabrication - 1x2 tubes 
02 ^ 02 
^ ^ 


a. Cut 1X 2 X 0.065 material as indicated on drawings. 


i. 78634-02-24.25" 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder. De-burr inside with de-burring tool. 


d. Remove writing on tubes with acetone. 
e. Tag in-progress parts and place on in-progress shelf in machine shop for CNC machining of 
keyways, slots, and bushing holes. 
Aô 
Aô ^Aô 
Aô 
Aô 
. 
73-04 
2. CNC Machining 
Qp 
02 
02 ^ 


a. Run CNC programs to machine slots and holes in 78635-02 tubes. 


b. Run CNC programs to machine blanks for upper guides. 


c. De-burr slots and holes. 
d. Tag in-progress parts and place on in-progress shelf in welding shop for welding. 


K) ^ 
^ 
73-04 73-04 73-04 73-04 .^3_q4 
3. Beam Fabrication - Components 
(fj 
Qft 
07 
(fj 
Note: Some components are used for many différent beams and are made in batches on separate 
component work orders. Check stock before making components. 


a. Shear caps from 0.025" sheet: 78634-04. 


b. Cut 78634-03/78634-11/78634-12 pads from 1x1/8 stock. 


c. Cut and turn 69830-11 guide tubes from % 
x 0.065 tube. 


d. Cut 69830-07 blocks. 
e. Record component POs / WOs on attached material list and place on in-progress shelf in 


welding shop. 
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MOUNTING BEAM FABRICATION -78634-01 
Complété 


(initial or SCA #) 


#1 
#2 
#3 
#4 
#5 


73-04 
''3-0'' 73-04 
4. BeamWelding 
^ Qâ 
Qû 


a. TIG weld 78634-04 pad, 3 places; 78634-11 pad, 1 place; and 78634-12 pad, 1 place, into 


78634-02 tube. 


i. Clamp two beams back to back with 1/8" spacer in middie to pre-stress beams prior to 


welding. 


b. Record component and welding rod POs / WOs on attached material list. 


c. Tag in-progress parts and place on in-progress shelf in welding shop for straightening. 


^<3^ 
5. Beam Straightening 
^ ^ ^ CP'' ^ 
Welding on one side of the beam causes the beam to curve. Beams must be straight prior to 


machining slots. 


a. Set beam on blocks as far apart as possible on hydraulic press. 


b. Use a 2" block to distribute press loads. 


c. Gradually work up to pressure required to make beam straight, usually about 800 psi is 


required. The same pressure generally works for beams from the same batch. 


d. Check for straight with a straight edge on back of tube. 


e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


f. Tag in-progress parts and place on in-progress shelf in CNC shop for machining. 


CNC Machining 
/nI^. 
-^^4^ 
» 
^—— 
I 
■ 'i '-V 
^ 
■ M 1'^ 
' \J ' 'S ' ^ 
a. 
Run CNC programs to machine keyways and slots in 78634-02 tubes with pads welded in place, 
U*' 
after straightening. 


b. De-burr keyways and slots. 


c. 
Tag in-progress parts and place on in-progress shelf in welding shop for welding. 
{xO 
^0 
^ 
73-04 73-04 .^3.04 
73-04 
73-04 
7. Beam Welding 
06 
O6 
n6 
O6 
O6 
a. TIG weld 69830-11 guide tubes into 78634-02 tubes using ER308L rod, two places per down 
tube. Use jig to align guide tube to keyway and hole. Grind rosette welds flush. 
b. TIG weld 78633-04 bushings into 78634-02 tube using ER308L rod, four places per tube, both 


sides. 
c. TIG weld 69830-11 block to 78634-02 tube over 3'^'^ keyway (see drawing) using ER308L rod. 
d. TIG weld 78634-04 cap to 78634-02 tube. Ensure 0.25" gap between cap and pad for basket 
fitting to enter top keyway. 
e. Record component and welding rod POs / WOs on attached material list. 
f. 
Tag in-progress parts and place on in-progress shelf in welding shop for straightening. 
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MOUNTING BEAM FABRICATION -78634-01 


8. Beam Finishing 


#1 


Complété 


(initial or SCA #) 
#3 
#4 
#5 
1>Û 
1^ 
73-OA -73,04 ^3.04 
en 
(Ti 
£ti_ 
Welding on one side of the beam causes the beam to curve. Beams must be straight prior to 
powder coating. 
a. Set beam on blocks on hydraulic press. Straightening in sections may be required depending on 


severity of curve. 
b. Use a 2" block to distribute press loads. 
c. Gradually work up to pressure required to make beam straight, usually about 800 psi is 


required. The same pressure generally works for beams from the same batch. 
d. Check for straight with a straight edge on back of tube. 
e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


Drill out bushings to F (0.257"), four places per beam, on drill press. 
Break sharp edges on stops and flatten bushing locations using sanding dise on die-grinder. 
Tag in-progress parts and place on in-progress shelf in welding shop for inspection. 


9. Final Inspection 
To be completed by a différent person than the previous steps. 
a. Inspect beams 78633-01 and 78634-01 for conformity to drawings. 
b. Tag in-progress parts ready for powder coating. 
Aô 


10. Powder Coating 


a. Parts are to be powder coated white in accordance 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag in-progress parts ready for final assembly. 


11. Final Assembly 
To be completed after powder coating. 


P 
73-04 
02 


n^rd^ pra 


7^4 -,3-OA 
M. en 
73,04 
02 
73-04 
02 


Clear powder coat from stop pin hole(s) with 5/16 (#4) centre drill.^ 
For 776 (short), 764 (médium) or 784 (long) basket installation: Install #10-32 x 3" countersunk 
screw, 69830-21 stop, and 69830-23 spring into UPPER guide with 69830-22 knob and 


MS21044C3 nut. Check for function. 
For 940 (extra large) basket installation: Install #10-32 x 3" countersunk screw, 69830-21 stop, 
and 69830-23 spring into LOWER guide with 69830-22 knob and MS21044C3 nut. Check for 


function. 


If maintenance step is to be installed: Install stops above into BOTFI guides per b and c. 
Adhéré P/N placard to back surface of beam. 
Green tag complété beam assembly and place into stock. 
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MOUNTING BEAM FABRICATION - 
78635 


General 


These instructions apply to mounting beams 78635-01 (forward) for AS350/AS355 cargo baskets. Refer to the 


following drawings, at the current revision, for dimensions and détails: 


78635 - 
Forward Beam 


Work Order: 
Batch Quantity: 7^- 
Complété 
(5 max, use additional sheets for more) 
(initial or SCA #) 
Date Open: 
Ik 
^(1 
#1 
#2 
#3 
#4 
#5 


/ 
làr 
II ^3-04 ^3-04 
1. Beam Fabrication - 1x2 tubes 
^jA 
^jA AjjA 
(Y^ 
00 


a. Cut 1X 2 X 0.065 material as indicated on drawings. 


i. 78634-02-24.25" 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder. De-burr inside with de-burring tool. 


d. Remove writing on tubes with acetone. 
e. Tag in-progress parts and place on in-progress shelf in machine shop for CNC machining of 
keyways, slots, and bushing holes. 


2. CNC Machining 
a'/a 
4f\ a^/a 4a 
a. Run CNC programs to machine slots and holes in 78635-02 tubes. 
ÀjjJU 
b. Run CNC programs to machine blanks for upper guides. 
. 
{*4 
i t 


c. De-burr slots and holes. 
d. Tag in-progress parts and place on in-progress shelf in welding shop for welding. 


3. Beam Fabrication - Components 
k- 
Note: Some components are used for many différent beams and are made in batches on separate 
component work orders. Check stock before making components. 


a. Shear caps from 0.025" sheet: 78634-04. 


b. Cut 78634-03/78634-11/78634-12 pads from 1x1/8 stock. 


c. Cut and turn 69830-11 guide tubes from % 
x 0.065 tube. 


d. Cut 69830-07 blocks. 


e. Record component POs / WOs on attached material list and place on in-progress shelf in 
welding shop. 
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MOUNTING BEAM FABRICATION -78634-01 
Complété 


(initial or SCA #) 


#1 
#2 
#3 
#4 
#5 


4. Beam Weiding 
A/^ jét cé- 


a. TIG weld 78634-04 pad, 3 places; 78634-11 pad, 1 place; and 78634-12 pad, 1 place, into 


78634-02 tube. 


i. Clamp two beams back to back with 1/8" spacer in middie to pre-stress beams prier to 


weiding. 


b. Record component and weiding rod POs / WOs on attached material iist. 


c. Tag in-progress parts and place on in-progress shelf in weiding shop for straightening. 


Ajk 
Alit 
5. Beam Straightening 
Weiding on one side of the beam causes the beam to curve. Beams must be straight prior to 


machining slots. 


a. Set beam on blocks as far apart as possible on hydraulic press. 


b. Use a 2" block to distribute press loads. 


c. Gradually work up to pressure required to make beam straight, usually about 800 psi is 


required. The same pressure generally works for beams from the same batch. 


d. Check for straight with a straight edge on back of tube. 


e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


f. Tag in-progress parts and place on in-progress shelf in CNC shop for machining. 


6. CNC Machining 
_A. 


a. Run CNC programs to machine keyways and slots in 78634-02 tubes with pads welded in place, 


after straightening. 


b. De-burr keyways and slots. 


c. Tag in-progress parts and place on in-progress shelf in weiding shop for weiding. 


7. Beam Weiding 
Ak- -aL jik- jiJl 


a. TIG weld 69830-11 guide tubes into 78634-02 tubes using ER308L rod, two places per down 
tube. Use jig to align guide tube to keyway and hole. Grind rosette welds flush. 


b. TIG weld 78633-04 bushings into 78634-02 tube using ER308L rod, four places per tube, both 


sides. 


c. TIG weld 69830-11 block to 78634-02 tube over 3'^'^ keyway (see drawing) using ER308L rod. 


d. TIG weld 78634-04 cap to 78634-02 tube. Ensure 0.25" gap between cap and pad for basket 


fitting to enter top keyway. 


e. Record component and weiding rod POs / WOs on attached material Iist. 


f. Tag in-progress parts and place on in-progress shelf in weiding shop for straightening. 
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MOUNTING BEAM FABRICATION -78634-01 
Complété 


(initial or SCA #) 


#1 
#2 
#3 
#4 
#5 


aiIa- 
8. Beam Finishing 
Welding on one side of the beam causes the beam to curve. Beams must be straight prier to 
powder coating. 


a. Set beam on blocks on hydraulic press. Straightening in sections may be required depending on 


severity of curve. 


b. Use a 2" block to distribute press loads. 


c. Gradually \work up to pressure required to make beam straight, usually about 800 psi is 


required. The same pressure generally works for beams from the same batch. 


d. Check for straight with a straight edge on back of tube. 


e. 78633-01 aft beams may require straightening on side as well, repeat steps a-d on side, using 
about 600 psi. 


f. 
Drill out bushings to F (0.257"), four places per beam, on drill press. 


g. Break sharp edges on stops and flatten bushing locations using sanding dise on die-grinder. 


h. Tag in-progress parts and place on in-progress shelf in welding shop for inspection. 


9. Final Inspection 
To be completed by a différent person than the previous steps. 


a. Inspect beams 78633-01 and 78634-01 for conformity to drawings 


b. Tag in-progress parts ready for powder coating. 


A/f/v 
ajIa vA 


À- 
_Àl 
10. Powder Coating 
a. Parts are to be powder coated white in accordance with commercial practices 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 


d. Tag in-progress parts ready for final assembly. 


11. Final Assembly 
a/ /i/|- 
To be completed after powder coating. 


a. Clear powder coat from stop pin hole(s) with 5/16 (#4) centre drill. 


b. For 776 (short), 764 (médium) or 784 (long) basket installation: Install #10-32 x 3" countersunk 
screw, 69830-21 stop, and 69830-23 spring into UPPER guide with 69830-22 knob and 


MS21044C3 nut. Check for function. 


c. For 940 (extra large) basket installation: Install #10-32 x 3" countersunk screw, 69830-21 stop, 
and 69830-23 spring into LOWER guide with 69830-22 knob and MS21044C3 nut. Check for 


function. 


d. If maintenance step is to be installed: Install stops above into BOTFI guides per b and c. 


e. Adhéré P/N placard to back surface of beam. 


f. Green tag complété beam assembly and place into stock. 
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Material Tracfdng Sheet 
Eurocopter AS350/AS355 Forward Mounting Beam 
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Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


-X 
tT 
78635-01-00 
Forward Beam Assembly 


Step 1 
Fabrication 


Step 2 


78634-02 
Tube 
1x2x0.065 Tube, 304 Stainless Steel 


Machning 
None 


Step 4 
Fabrication 


Step 6 


78634-03 


78634-11 


78634-12 


78634-04 


78630-04 


69830 
69830-11 


Pad 
1x0.125 Bar, 304 Stainless Steel 


Pad 
1x0.125 Bar, 304 Stainless Steel 
(L 


Pad 
1x0.125 Bar, 304 Stainless Steel 
! 
UrOFT 
Cap 
0.050" Sheet, 304 Stainless Steel 
1^02-/ 


Bushing 
0.375 X 0.065 Tube, 304 Stainless Steel 


Guide 
0.75 X 0.065 Tube, 304 Stainless Steel 


Welding 


Step 7 


AIR 
Welding Rod 
ER308L 
I70ù^ 


Straightening 
None 


Step 8 
Machning 
None 


Step 10 
Welding 


Step 11 


AIR 
Welding Rod 
ER308L 


Finishing 
None 


Step 12 
Final Inspection 
None 


Step 13 
Powder Coating 
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Stop 
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1. Approving Civil Aviation Authority/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


2017-0293 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/lnvoice 
WO 
2017-102 


6. Item 


1. 


7. Description 


Forward Beam 


8. Part Number 


78635-01-00 


9. Qty. 


2 


10. Serial/Batch No. 


N/A 


11. StatusA/Vork 


New 


12. Remarks 


13a. Certifies ttiat the items identified above were manufactured in 
conformity to; 
^ 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


~T4aT-~CLCAR 571.10 Maintenance Release 
□ Other regùIiîRJn-speafijd in blod<jt2— 


Certifies that unlessotberwisffs^cified in bioQrfar-ttiework identified in 
block 1 land-destSlBéd in block 12, bas been perfomniedlfTcompliance with 
Jbe-OaRadîan Aviation Régulations. 


13b. Signat/re 
_ 
ïïr^ > 


13c. Approved Organization Number 


AMP 73-04 


~T4tr-Sigaati^ 
~T4crApptgyed OrganizatigruNufnbëf^ 


13d. I^e 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
03 Aug 2017 
~~î4d:-NaoTe 
^ ^ ^T4Br-DattJdd/mmm/yyyy)_,---— 


installer Responsibilltles 


This certificate does not constitute authority to install. 


Installera working in accordance with the national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 
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1. Approving Civil Aviation Authority/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


2017-0298 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2017-102 


6. Item 


1. 


7. Description 


Forward Beam 


8. Part Number 


78635-01-00 


9. Qty. 


1 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


Black 


13a. Certifies that the items identified above were manufactured in 
confomnity to; 
S 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


~~T4a>--iri ^CAR 571.10 Maintenance Release 


□ Other regùiafiïJn-specified in blockjl2— 


Certifies that unless^ttieiwise'specified in bio9r-f2r.ttiewrk identified in 
block 1 land-descfibédin block 12, bas been performedlrTcompliance with 
ibe-earîad/an Aviation Régulations. 
^ 
ISb.Si^ture 
13c. Approved Organization Number 


AMF 73-04 


~T4l>?-Sigtig^e 
^^ 
~Tite-Approyed OrganizatiorLNumtJgr' 


Ijj 
C/îfr' 
13d.^ame 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
09 Aug 2017 
~T4dr-Natne 
^—"~T4er-DatgJdd/mmm/yyyy),_----''^ 


Installer Responsibilities 


Ttiis certificate does not constitute authority to install. 
Installers \«orking in accordance with the national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 
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1. Approving Civil Aviation Authority/Country 


'Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


2017-0327 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Poweli River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2017-102 


6. Itenn 


1. 


7. Description 


Forward Beam 


8. Part Number 


78635-01-00 


9. Qty. 


2 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


Red 


13a. Certifies that ttie items identified above were manufactured in 
conformity to: 
^ 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


^T4ar-~CLCAR 571.10 Maintenance Release 
□ Other regùIifîOrt-speeifi^ in blocM^^^^"^^ 


Certifies that unlessottterwisg'specified in bîocR-f^r-thgwrk identified in 
block 11anîl.destaT6éd in block 12, has been performedTrTcomplianœ with 
Jbe-GanaSian Aviation Régulations. 
13b. Signature 
■ yjT^ 
13c. Approved Organization Number 


AMF 73-04 


^Pttïr-Signature 
^" ~T4ir-Apprgved Grganizatioji.NumtJër' 


13#A'jame 
JeffClarke-AD02 


13e. Date (dd/mmm/yyyy) 
07 Sep 2017 
"T^dr-Natne 
^ 
~~î4BHaateJdd/mmm/yyyy)^,__^— 


Installer Responsiblllties 


This certificate does not constitute auttiority to install. 


Installers working in accordance with ttie national régulations of a country ottier ttian ttiat specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 
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1. Approving Civil Aviation Authority/Country 


"Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


2017-0339 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2017-102 


6. Item 


1. 


7. Description 


Forward Beam 


8. Part Number 


78635-01-00 


9. Qty. 


2 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies that ttie items identified above were manufactured in 
conformity to: 
^ 
Approved design data and are In condition for safe opération. 


G 
Non approved design data specified in block 12. 


~T4a^-Q^CAR 571.10 Maintenance Release 
^ 
□ Other regùliîiOn-specifi^ in blocj^2— 


Certifies that unless^tîjerwise'specified in bioaî-t2rJhewrk identified in 
block 1 land-destalHédin block 12, bas been performedTrTcornpliance with 
Jbe-€ar7a5îa/7 Aviation Régulations. 


13b. Signature 
— 
13c. Approved Organization Number 


AMP 73-04 


~T4t)r-Signati^ 
^ 
~T4crAppioyed OrganizatioD-NumtJgr^ 


IJ^l^ame 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
11 Sep 2017 
"^WrWatne 
^T^Br-DatgJdd/mmm/yyyy) 
,-^ 
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Installer Responsibilities 
This certificate does not constitute authority to install. 


Installers working in accordance with the national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 
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1. Approving Civil Aviation Authority/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


2017-0357 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Poweli River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2017-102 


6. Item 


1. 


7. Description 


Forward Beam 


8. Part Number 


78635-01-00 


9. Qty. 


1 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies that the items identified above were manufactured in 
conformity to: 


S 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


~~T4a^-Jin CAR 571.10 Maintenance Release 
^ 
□ Other reguiifiïJTT-specifi^ in 


Certifies that unless^tberwise'specified in bioanïribgwrk identified in 
block 11 and-destSiSéd in block 12, bas been performedlfTcomplianœ with 
Ji»-6Snadian Aviation Régulations. 


13b. Signature 
Inj 


13c. Approved Organization Number 


AMP 73-04 


~~T4tr-Sigtiature 
^"~T4crTApprDyed OrganizatiorLNumtsëf^ 


léa/jame 
rfi 
Jeff Clarke - ADOZ 


13e. Date (dd/mmm/yyyy) 
20 Sep 2017 


^l4dr-Natne 
~T4B:-DatêJdd/mmm/yyyy)___,— 
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installer Responsiblllties 


This certificate does not constitute authority to install. 


Installera working in accordance w/ith ttie national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 
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1. Approving Civil Aviation Authority/Country 


fTransport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


2017-0361 


4. Organization Name and Address 
'AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2017-102 


6. Item 


1. 


7. Description 


Forward Beam 


8. Part Number 


78635-01-00 


9. Qty. 


1 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies that the items identified above were manufactured in 
conformity to: 
^ 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


'~T4a^-CLCAR 571.10 Maintenance Reiease 
^^ 
□ Other reguiiïRjn-specifi^ in biockJ2— 


Certifies that uniess^djerwisS'specified in bioartSrltiework identified in 
block 1 land-desCfiSédin block 12, bas tieen performedlrTcoinpliaiTO with 
i)M-esnadian Aviation Régulations. 
13b. Signature 
AO 
13c. Approved Organization Number 


AMF 73-04 


~T4tr-Signature 
^ 
'^T4crAppioy^ OrganizatiorLNumtJëT' 


13^ame 
Jen Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
21 Sep 2017 
^T4ch-Natne 
^ 
~~T4Br-Date^/mmm/yyyy)__,...^—-- " 


installer Responsibilities 


This certificate does not constitute authority to instail. 


Installers working in accordance with the national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in biocks 13a or 14a do not constitute instaliation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 


• V t" 


Aero Design Ltd. 


Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mall: info@aerodeslgn.ca 


j 
AMF 73-04 
Nomenclature: 
No. of pièces: 
[ 
Manufacturer: 
ù-s / 
ZjfJ. 
Part No.: 7??^ 3 
S~-^O t -O C* Serial/Batch No.: 
TTSN: L'Â- 
TSO: 
K^A- 
Rem.: A/A 


Work Order No.: 
^ 
^ 
Remaining-Tasks to b^erformed: 
"T" 
c-ib <S 


Date: 


Form# 20.E.03 
Rev. 1 24 April 2014 


U) 
to 
0 
u 
O 


Signature: 


Lie. No. / SCA 


Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


^ 
Phone: 604-483-2376 Fax: 604-483-2372 E-mail: info@aerodeslgn.ca 


AMF 73-04 


(/) 
Remarks 
l/î 
a; 
U 
O 


Aero Design 


Parts Distribution Sheet 


Description: Beam Pin 


^ ftfT 


wo# 


From PO or WO # 
Quantity 
Description 
Part Number 
ForWO# 
17044 
1 
Pin 
69830-21 
17044 
1 
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1. Approving Civil Aviation Authority/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


2017-0382 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2017-102 


6. Item 


1. 


7. Description 


Forward Beam 


8. Part Number 


78635-01-00 


9. Qty. 


2 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies that the items identified above were manufactured in 
cxinformity to: 
^ 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


^T4ar~CLCAR 571.10 Maintenance Release 
^ 
□ Other regùlifîilirspesi^ in blod<J2----' 


Certifies that unless^ttierwise'specified iribiocinSrthewrk identified in 
block llansLdesCfiBéd in block 12, bas been performedTtTcornpliance with 
tbe-CarTad/an Aviation Régulations. 


13b. Signature 
13c. Approved Organization Number 


AMF 73-04 


^f4tjr-Sigflat^e 
^—■ — 
~T4CrApp£oyed OrganizatioflJJwnbSr' 


W/Name 
JeffClarke-AD02 


13e. Date (dd/mmm/yyyy) 
12Oct2017 


~T4iJr-Natne 
~T4er-Batg_(dd/mmm/yyyy) 
_.— 


Installer Responsiblllties 
This certificate does not constitute authority to install. 
Instaliers working in accordance witti ttie national régulations of a country other than ttiat specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may t)e flown. 
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1. Approving Civil Aviation Authority/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


2017-0388 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WD 
2017-102 


6. Item 


1. 


7. Description 


Forward Beam 


8. Part Number 


78635-01-00 


9. Qty. 


2 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies that the items identified above were manufactured in 
conformity to: 
^ 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


"^T4ar-CL.CAR 571.10 Maintenance Release 
—^ 
□ Other regùiifiOn-speeifi^ in block_12-^'^^' 


Certifies that unlesso^ierwise^pecified in biocR~12rttit_^rk identified in 
block lljnîLdesCfiSédin block 12, has been performedlrTcomplianœ with 
_ib»-€anadian Aviation Régulations. 
~~~ 


13b. SigMture 
13c. Approved Organization Number 


AMP 73-04 


^î4t)r-StgDature 
^ 
^Rtor-Approred OrganizationJJumtJgT' 


13(r^me 
JeffClarke-AD02 


13e. Date (dd/mmm/yyyy) 
17Oct2017 
^Ptdr-Nanie 
^^ 'T'ter-DatgMd/mmm/yyyy)^^,-—' 


Installer Responslblllties 
Ttiis certificate does not constitute authority to install. 


Installera working in accordance witti the national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 
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Approved Manufacturing Facility 73-04 
Form 20.F.06 
Rev. Original 27 May 2013 


1. Approving Civil Aviation Authority/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


2017-0401 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2017-102 


6. Item 


1. 


7. Description 


Forward Beam 


8. Part Number 


78635-01-00 


9. Qty. 


1 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


Black 


13a. Certifies that the items identified above were manufactured in 
conformity te: 
^ 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


^T4ar~iIL.CAR 571.10 Maintenance Release 
^ 


□ Other reguîiïîtm-speafied in blockJ2-^ 


Certifies that unless^tfjerwtse's^ified in bioclriîrihe^'l^ identified in 
block 1 landdescfiBéd in block 12, has been perfonriedliTcomplianœ with 
Jbe-Cafîad/an Aviation Régulations. 
rv 
13b. Signature 
« a ^ 
13c. Approved Organization Number 


AMF 73-04 


^Pttr-Sigoature 
^^ ~T4cr-App[oyed OrganizahoQjsltffnflër^ 


13^/Mame 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
26 Oct2017 
^T4d>Nattie 
^ 
^T4Br-DateJdd/mmrn/yyyy1 
._.------''^ 


Installer Responsiblllties 
Ttiis certificate does not constitute authority to install. 


Installera working in accordance witft ttie national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 
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1. Approving Civil Aviation Authority/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


2017-0407 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Poweil River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2017-102 


6. Item 


1. 


7. Description 


Forward Beam 


8. Part Number 


78635-01-00 


9. Qty. 


1 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12, Remarks 


13a. Certifies that the items identified above were manufactured in 
conformity to; 
^ 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


^T4îh~-CL.CAR 571.10 Maintenance Release 
□ Other regùîiliSrr-speGified in blockj^,-^^""^ 


Certifies that unless^ttiefwisS'spécified inhioctr^Si-tliework identified in 
block ll^nstdesCfiBed in block 12, has been performedlrTcomplianoe with 
itie-eafiad/arr Aviation Régulations. 


13b. Signature 
' 
. . 
13c. Approved Organization Number 


AMP 73-04 


~~T4brSignati^e 
^ 
"T4cr-Apptowd Organizatiori..N«frrbéf^ 


13cj/^me 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
06 Nov 2017 
~T4dr-Naitie 
^' ~~T4Br-DateWd/mmrTi/yyyy)____------'''^ 


Installer Responsiblllties 


This certificate does not constitute authority to install. 


Installers working in accordance with the national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 
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1. Approving Civil Aviation Authority/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Fonn Tracking No. 


2017-0429 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Poweil River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2017-102 


6. Item 


1. 


7. Description 


Forward Beam 


8. Part Number 


78635-01-00 


9. Qty. 


1 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies that the items identified above were manufactured in 
œnfomity to; 
^ 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


571.10 Maintenance Release 
□ Other regùlifiOrr-specjfi^ in blockjlZ— 


Certifies that unlessotljefwise's^ified in biocR-t2r4tie^rk identified in 
block 11 aod-desCfiBed in block 12, has been performedTfTcornpliance with 
Jb»-6ânadîan Aviation Régulations. 


13b. Signature 
• 
13c. Approved Organization Number 


AMP 73-04 


~T4fïr-S4gnature 
^ ' "~T4c:-Apptoyed OrganizatiooJilufntJëï^ 


13d,^me 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
22 Nov 2017 
~~T4dr-Natne 
^ 
^T4er-Date^/mmm/yyyy)__,..——^ ' 


installer Responsibilities 


This certificate does not constitute authority to install. 


Installera working in accordance with the national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 
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1. Approving Civil Aviation Authority/Country 


I Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


2017-0412 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2017-102 


6. Item 


1. 


7. Description 


Forward Beam 


8. Part Number 


78635-01-00 


9. Qty. 


2 


10. Serial/Batch No. 


N/A 


11. StatusA/Vork 


New 


12. Remarks 


13a. Certifies that ttie items identified above were manufactured in 
conformity te; 
^ 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


571.10 Maintenance Release 
^ 


□ Other reguiiïiSri-speeifiecI in blockJZ—-"' 


Certifies that unless^therwise's^cified in bioclrf2r-thiwork identified in 
block 1 lanstdesCfiSéd in block 12, has been performedTîTcotnpliance with 
Jlaa-GSnadian Aviation Régulations. 
13b. Sign^yre 
.73-04 


13c. Approved Organization Number 


AMP 73-04 


~~î4tr-SigaaUire 
^ 
^Tîftr-Apprgyed GrganizahgrLNumtJër^ 


\Zû.nIrle 
02. 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
08 Nov 2017 
^î4dr-NaiTie 
^' ~T4Br-DateWd/mmm/yyyy1 
_^ 
" ' 


Installer Responsibillties 
This certificate does not constitute authority to install. 


Installera working in accordance with ttie national régulations of a country ottier than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 


r 


% 


Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 
Phone: 604-483-2376 Fax; 604|483-2372 E-mail: lnfo@aerodeslgn.ca 


AMF 73-04 
Nomenclature: F 
^ 
Oi^ 
No. of pièces: 
^ 
Manufacturer: AiTto 
jL'tJ. 


Part 
" 
O 
i ^ OO 
Serial/Batch No.: 
f\/A 


TTSN: 
Work Order No.: '2-0/'7- I03. 
RemainingTasks to be Performed: 
. 


Lie. No. / SCA 


Signature:, 
Date: SI'a 


Form# 20.E.03 
Rev. 1 24 AprtI 2014 


LO 
(/) 
A/A 
TSO: 
/yA 
Rem.: 
MÂ 
<U 
U 
O 


Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mall: lnfo@aerodesign.ca 


AMF 73-04 


(/) 
Remarks 
Wi 
Q) 
X 
u 
. 
O 
//?. 
//. 


Oi\\l 


Aero Design 


Parts Distribution Sheet 


Description; Beam Pin 
WO# 


From PO or WO # 
Quantity 
Description 
Part Number 
For WO # 
17044 
1 
Pin 
69830-21 
17044 
1 
Knob 
69830-22 
15071 
1 
Spring 
69878-01 
17029 
1 
#10-32x3 Screw 
commercial 
16080 
1 
Nut 
MS21044C3 


1 
3r— oi - o-o 


Approved Manufacturing Facility 73-04 
Form 20.F.06 
Rev. Original 27 May 2013 


Aero Design 


Parts Distribution Sheet 


Description: Beam Pin 
WO# 


From PO or WO # 
Quantity 
Description 
Part Number 
ForWO# 
17044 
1 
Pin 
69830-21 
17044 
1 
Knob 
69830-22 
15071 
1 
Spring 
69878-01 
17029 
1 
#10-32x3 Screw 
commercial 
16080 
1 
Nut 
MS21044C3 


- 
. Approved Manufacturing Facility 73-04 
Form 20.F.06 
Rev. Original 27 May 2013 


Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone; 604-483-2376 Fax: 604-483-2372 E-mail: info@>aerodesign.ca 


AMF 73-04 
Nomenclature:/'/^/) 
JSSS-Û _ No. of pièces: / 


r: 
I 
^ 
Manufacturer: 
f o d2<S la Ud. 
Part No.: 
J 
Serial/Batch No.: fJÂ 


Work Order No.: :7.0} 7 
- loCL^ ty 
Remaining Tasks to be Performed: 
^ 
^ 
Ce 
a s sSZ Ué ^ j / y 


Signature: 
Date: Â'u<>2-Sr/7'^C>f~? 
Lie. No. / SCA 


Form# 20.E.03^ 
Re 
Rev 


lO 
co 
TTSN: 
k/Â 
lia J/Â 
Rem.: k/À 
0^ 
U 
O 


. 1 24 April 2014 


Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mall: lnfo@aerodeslgn.ca 


AMF 73-04 


I/) /? 
1 
^ 
Remarks 
2 
CcJ fo nissr 
u 
O 


j 
A 


Aero Design 


Parts Distribution Sheet 


Description: Beam Pin 
WO# 


From PO or WO # 
Quantity 
Description 
Part Number 
For WO # 
17044 
1 
Pin 
69830-21 
17044 
1 
Knob 
69830-22 
15071 
1 
Spring 
69878-01 
17029 
1 
#10-32x3 Screw 
commercial 
16080 
1 
Nut 
MS21044C3 


1 
"7(^4 3)^-o i ~^0 


Approved Manufacturing Facility 73-04 
Form 20.F.06 
Rev. Original 27 May 2013 


Aero Design 


Parts Distribution Sheet 


Description: Beam Pin 
WO# 


From PO or WO # 
Quantity 
Description 
Part Number 
For WO # 
17044 
1 
Pin 
69830-21 
17044 
1 
Knob 
69830-22 
15071 
1 
Spring 
69878-01 
17029 
1 
#10-32x3 Screw 
commercial 
16080 
1 
Nut 
MS21044C3 


Approved Manufacturing Facility 73-04 
Form 20.F.06 
Rev. Original 27 May 2013 


1. Approving Civil Aviation Authority/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


2017-0422 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Poweil River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2017-102 


6. Item 


1. 


7. Description 


Forward Beam 


8. Part Number 


78635-01-00 


9. Qty. 


1 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies that the items identified above were manufactured in 
conformity to: 
^ 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


~T4ar-~CLCAR 571.10 Maintenance Release 
^ 
□ Other regùîiïiOn-specified in blod<jl2^^ 


Certifies that unless^tberwise'specified in bîocin^îJtiework identified in 
block 1 lanitdesCfiBécI in block 12, has been performedlrTcompliance with 
Jbe-eaf7a5/ar» Aviation Régulations. 
13b. Signature 
-l^OA 


. h 


13c. Approved Organization Number 


AMP 73-04 


^T4tr-Signa^e 
^^ 
~T4ir-Apptoy^ OrganizationJvIumbSr^ 


jil\[ 
c 
^ 
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Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
20 Nov 2017 
~T^tdr-Natne 
^^ 
^T^er-DatgJdd/mmm/yyyy) 
....--— 


Installer Responslblllties 


This certificate does not constitute authority to install. 


Installera working in accordance witti ttie national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an Installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 
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1. Approving Civil Aviation Authority/Country 


Trar^port Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


2017-0438 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River. BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2017-102 


6. Item 


1. 


7. Description 


Forward Beam 


8. Part Number 


78635-01-00 


9. Qty. 


1 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies that the items identified above were manufactured in 
conformity to; 


H 
Approved design data and are in œndition for safe opération. 


□ 
Non approved design data specified In block 12. 


~~T4ar~CL.CAR 571.10 Maintenance Release 
□ Other regulifiOn-specifi^ in blockjL2--^^^ 


Certifies that unless^therwisS'spécified in bioan^r-the^^rk identified in 
block 1 lajistdesCfiSéd in block 12, has been performedTtTcofnpJianœ with 
Jtjs-Sarîadîan Aviation Régulations. 
~~ 


13b. Signature 
13c. Approved Organization Number 


AMP 73-04 


~T4tr~Sigr!atwe 
^ 
~T4cry\pptoyed Organizatigri.N«mt5Sf^ 


13(i^me 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
24 Nov 2017 
^T4dr-Naaie 
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Installer Responsibilities 


This certificate does not constitute authority to install. 


Installera working in accordance with the national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 
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1. Approving Civil Aviation Authority/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


2017-0441 


4. Or&anization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2017-102 


6. Item 


1. 


7. Description 


Forward Beam 


8. Part Number 


78635-01-00 


9. Qty. 


1 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies that the items identified above were manufactured in 
conformity te; 
^ 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


~~T4ar— 
571.10 Maintenance Release 
^^ 


□ Other regùiifiîm-speGified in blockjL2--^^^^ 


Certifies that unless^tjiefwise's^cified in bio3n3T-ttiework identified in 
block 1 l^nstdesCfiBed in block 12, bas been performedTrTcoRrpIianœ with 
Jb8-ea77a5iar) Aviation Régulations. 
"— 
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13c. Approved Organization Number 
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Jeff Clarke - AD02 
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30 Nov 2017 
^T4dr-Natiie 
^^^T4Br-Dattjdd/mmm/yyyy)_,.--——' 


Installer Responsibillties 


This certificate does not constitute authority to install. 


Installera working in accordance with the national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 
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1. Approving Civil Aviation Authority/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Fonn Tracking No. 


2017-0432 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2017-102 


6. Item 


1. 


7. Description 


Forward Beam 


8. Part Number 


78635-01-00 


9. Qty. 


1 


10. Serial/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies that the items identified above were manufactured in 
conformity to: 
^ 
Approved design data and are in œndition for safe opération. 


□ 
Non approved design data specified in block 12. 


~T4a>~OCAR 571.10 Maintenance Release 
^ ^ 


□ Other reguiiîiSri-specified in blockjl2^^^^^ 


Certifies that unless^thefwise'specified in biocR~f2î-ttiê^rork identified in 
block lland-desCfîBid in block 12, has been perforniedlfTcompliance with 
Jb»-6anadian Aviation Régulations. 
~~~ 
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13c. Approved Organization Number 


AMP 73-04 


~T4trr-Sigjaati^e 
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"T^tCrAppto^ OrganizatioruNunrrlJSi^ 


1^/Name 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
24 Nov 2017 


^T4clr-Natne 
~T4er-Date^d/mmm/yyyy)__, 


Installer Responsibilities 


This certificate does not constitute authority to install. 
Installers working in accordance wltti the national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 
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1. Approving Civil Aviation Authority/Country 


Transport' Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Form Tracking No. 


2017-0435 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/invoice 
WO 
2017-102 


6. Item 


1. 


7. Description 


Forward Beam 


8. Part Number 


78635-01-00 


9. Qty. 


1 


10. Seriai/Batch No. 


N/A 


11. Status/Work 


New 


12. Remarks 


13a. Certifies thatthe items identified above were manufactured in 
oonformity to: 
^ 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in biock 12. 


~T4a:—O CAR 571.10 Maintenance Release 
^ 
□ OtherregùiàlRJrT-specified in blockJ2-^'''''''''^ 


Certifies that uniessotîjerwisg'specified in biock~13r-ttiewrork identified in 
biock 1 lanjtdescfiEéd in biock 12, bas been performeTirrcornpliance with 
Jh»-e3nadian Aviation Reguiations. 
' 


13b. Signature 
13c. Approved Organization Numtier 


AMF 73-04 


~~T4t>T-S4gQature 
^ —^ "T^tcrApptoyed OrganizahonJJambSr' 


t^Name 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
24 Nov 2017 
~T4dT-Narne 
^ 
"~T4er-Date_(dd/mmm/yyyy) ,,_-- 


Installer Responsibiiities 


This certificate does not constitute authority to install. 
Installers \working in accordance with the nationai reguiations of a country ottier than that specified in biock 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in biocks 13a or 14a do not constitute instaliation certification, in aii cases, the technicai record for the aircraft must contain an instaliation 
certification issued in accordance with the appiicabie nationai reguiations before the aircraft may be fiown. 


ffe ^ 
) 


r 


Aero Design Ltd. 
^ 
9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mail: info@aerodesign.ca 


AMF 73-04 
Nomenclature: 
No. of pièces: 
l_ 
Manufacturer: 
Part No.: 7''?^ 
O^CP 
Serial/Batch No.: 
TTSN: 
K/A 
TSO: 
//A 
Rem.:. 
Work Order No.: TLC*/-?- lOZl. 


'A 
'A. 


Remaining Tasks to be Performed: 
x?; 
. 


Signature: 
O^T 
Lie. No. / SCA 


Form# 20.E.03 
Rev. 1 24 April 2014 


to 
to 
QJ 
u 
O 


c 


Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mail: info@aerodesign.ca 


AMF 73-04 


(/) 
Remarks 


u 
'y. ^ 
P 
)0^ ^ 
^7/e>S^ 
14^ 
A 


Aero Design 


Parts Distribution Sheet 


Description; Beam Pin 
wo# Zi>n-iûz. 


From PO or WO # 
Quantity 
Description 
Part Number 
ForWO# 
17044 
1 
Pin 
69830-21 
17044 
1 
Knob 
69830-22 
15071 
1 
Spring 
69878-01 
17029 
1 
#10-32x3 Screw 
commercial 
16080 
1 
Nut 
MS21044C3 


1 
Fwt> 
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Parts Distribution Sheet 


Description: Beam Pin 
WO# 


From PO or WO # 
Quantity 
Description 
Part Number 
For WO # 
17044 
1 
Pin 
69830-21 
17044 
1 
Knob 
69830-22 
15071 
1 
Spring 
69878-01 
17029 
1 
#10-32x3 Screw 
commercial 
16080 
1 
Nut 
MS21044C3 
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